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a mechanized foundry 


beneties FygyOn'd 


Consult Bartlett-Snow— engineering 


specialists in this work since 1914. The 
C. O. Bartlett & Snow Company, 6201 
Harvard Avenue, Cleveland 5, Ohio. 


The Views Above Shew Some c’ 
Bartlett-Snow Equipment - 
Avco's New Id-a Foundry, Coldw 








PI) R ITE 100% FUSED SODA ASH 





AND PUBLIC HEALTH 





The Scientific Flux for Better Melting and Cleaner Iron 


SERVING INDUSTRY, AGRICULTURE 


PURITE 


W\ hen foundry after leading foundry changes to Purite and 
then continues to use it, you know there must be good pract 
reasons for the success of this economical desulphurizer and 


cupola flux. There are! Just note these outstanding advantages } 


1 Purite gives 100% fluxing action in the cupola — 100% 
desulphurizing action in the ladle. 

2 Purite gets to the iron quicker — no faster desulphurizer made 

3 Purite is time-tested and proven for unsurpassed desulphurizing | 
uniformity. | 

4 Purite comes in 2-lb. pigs — no weighing or measuring required 

5 Purite is 100% fused soda ash—you do not pay for inert materials, 

6 Purite does not crumble—no waste—no dust. 

7 Purite can be shipped in bulk carloads at substantial savings 


over bag shipments—is easily stored without deterioration. 


These day-to-day benefits explain why leading foundries 
throughout the country regard Purite as the foremost cupola) 


| 


flux and ladle desulphurizing agent. Write today for specific 
information on how Purite can improve your iron. 

Mathieson Chemical Corporation, Mathieson Building, 
Baltimore 3, Maryland. 






Purite is sold by all leading foundry supply 
houses in the United States and Canada. 
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A foundry producing as many castings as York Cor- 
poration can’t afford a high percentage of rejects . . . 





That’s why York uses Nickel to keep quality up, 
n costs down, and to minimize rejects in both the 
jf’ foundry and machine shop. 

After testing cast irons of all types, York’s engi- 
neers virtually standardized on Nickel cast iron 
because it provides consistently strong, fine-grained 
castings, free from porosity and brittleness, and 
readily machinable in the shop. 





York's experience is typical of hundreds of other 
foundries now using Nickel cast iron to secure these 
basic advantages: 





- IN THE FOUNDRY — 

By minimizing rejects, Nickel raises man-hour out- 
a put and correspondingly cuts down the time, labor 
Mm and money lost by replacing such rejections, 





HOW YORK CORPORATION 
CUTS CASTING REJECTS 
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IN THE MACHINE SHOP — 
Nickel cast iron also cuts rejects here, because the 
improved structure and uniformity of the metal 
provides sound castings that can be easily machined 
to a smooth finish. 





IN SERVICE LIFE — 

Nickel cast iron parts provide exceptional wear- 
resistance that assures long, trouble-free perform- 
ance for the ultimate consumer. 
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TRACE MARK 


Over the years, International Nickel has accumulated a 
fund of useful information on the selection, fabricatjon, 
treatment and performance of engineering alloy steels, 
stainless steels, cast irons, brasses, bronzes and other alloys 
containing Nickel. This information and data are yours 
for the asking. Write for “List A” of available publications. 


joj THE INTERNATIONAL NICKEL COMPANY, ING. SZvwtest"ss 
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All the things that go into the prepa- ve 
ration of a casting—skill, experience, 
judgement, equipment, materials—are 
locked in the sand after the metal is 
poured. The sand, then, carries the = 
greatest burden of responsibility. c 
FEDERAL GREEN BOND imparts “ 
any desired strength to the sand, thus 
eliminating guesswork and insuring 
results. Foundrymen all over the coun- 
try place their trust in GREEN BOND 
day after day, because the pay-off is 
revealed in the shakeout—cleaner cast- 
ings, fewer rejects and consistently 
better work. 
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BEST OF THE BENTONITES 
Ba Se eh 


4600 East 71st Street e Cleveland 5, Ohio 


Seocoa!l Plont Mines 


CROWN HILL, W. VA. + CHICAGO + CHATTANOOGA, TENN. * DETROIT + MILWAUKEE * NEW YORK « ST. LOUIS * RICHMOND, VA. * UPTON, WYO 


The Foundry Supply Co., Inc., 404 So. Third St., Minneapolis 15, Minn. * B saumont Cement Sales Co., Houston and Beaumont, Texas, and Harvey, La. 
* Chamberlain Company, Los Angeles, Calif. * Pacific Graphite Works, Oakland, Calif. * LaGrand Industrial Supply Co., Portland, Ore. 
CANADA—Overseas Commodities Ltd., 2845 Grandview Hgy., Vancouver, B.C. * T. D. Barnes, 59 Sun Life Bldg., Hamilton, Ont. * Newman Foundry Supply, Ltd., 643 St. Paul St. W., Montreal, Qu« 
Evropean Concessionaires: The District Chemical Compony, Ltd., 1-19 New Oxford St., London W. C. 1, England 
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CHEAT RESISTANT CASTINGS 












Inspecting the LINOIL 
cores for a horizontal 
rotary retort. The inset 
shows a finished casting. 
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Checking the finish of the 
LINOIL-bonded dry sand 
facing on the mold of a 
horizontal retort. Metal 
will be poured at about 
2800° F. 






















Famous Pangborn ROTOBLAST Tables (as shown here) 
are designed for low-cost, high-quality cleaning of flat and 
fragile forgings, many kinds of malleable and non-ferrous 


castings, heat treated parts, etc. For work like this you'll find 
ROTOBLAST Tables ideal! 


* Trademark of Pangborn Corporation 
















VE SAVE 


on BLAST CLEANING with 
PANGBORN ROTOBLAST* 


ey a ae —, , Yow’ — 








8 Y THE ai E a A @ One foundry, with Roros.ast, 


slashes $211.56 every week off their blast cleaning bill. An 
additional saving in this case is Jower breakage losses 


ROTOBLAST makes cash 
savings possible these five 





Fa a 


/; different ways: important in any foundry producing intricate and fragile 
\ —_* castings. 
\ . WE SSAVES LABOR: One ROTOBLAST < — : : 
i > pees ) BY THE MONTH: | 
f machine and operator can do as _ .) tc ivevl » One more foundry credits 
) much as a two-man crew and old- Roros.ast with saving $423.30 each month on biast clean 
+2 Za. fashioned equipment. ing. To prove that blast cleaning goes faster with Roro- 
( -GSAVES SPACE: In many cases, one) BLAST, castings are now cleaned in!/; the time it used to take! 
\ » Yy , ROTOBLAST machine replaces five or “\ 


+ 


mw ; WEAD 

D> i g ‘ie ¥ E PAPAS $10,160 saved on labor alone each 
year that’s the story from a large RotTosBLast-equipped 
foundry. But there are still more savings: five old-fashioned 


7 
more old-fashioned machines, re- ) 
quires less space. 


manne 


“2? SAVES TIME: Cases on record prove 


j >§ 
Yes 


) 
Ne ~—- ROTOBLAST can cut cleaning time up y, machines with bothersome dust have been completely elimi 












> 
( ‘ to 95.8% compared to older methods. nated important for a foundry where space is at a premium! 
‘ ee : 
> G-SAVES POWER: Modern ROTO- < -_ B 
‘ BLAST uses but 15-20 h.p. compared ) Erp cf os mov hmv ci yo uy 
to old-fashioned equipment requiring ‘ 
120 h.p. for same job. J P . on & ; 
-_* Pp I . ¢€ ay S@ VE «4 If you’re hampered by old-fashioned 








blast cleaning methods, you can save money with Rorto- 


- j 






Z “A i 
\ ee SERVES TOOLS: On work cleaned 
f 






ye with ROTOBLAST, cutting tools last 4 BLAST. There’s a modern, economical, efficient RoToBLast 
; up to 3 times longer because no Barrel, Room, Table or Table-Room especially designed 

scale is left to dull edges. é ; pry eee ; 
\ to solve every blast cleaning problem. Let Pangborn engi- 





7 GS mean PROFITS Z for Bulletin 214 to PANGBORN CorporATION, 1400 Pangborn 
Blvd., Hagerstown, Maryland. 





( cAWUINGe? neers show what Rotos.ast can do for you. Write today 
" . iy, ares 
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See Pangborn ROTOBLAST Look to Pangborn for the Latest Developments 


in action in Cleveland at in Blast Cleaning and Dust Control Equipment 
the Annual Foundry Show 


Booths 1003-1005 May 8-12. 
MORE THAN 25,000 PANGBORN MACHINES SERVING INDUSTRY 







BLAST CLEANS CHEAPER 
with the right equipment for every job 












MAKE ’EM BETTER= QUICKER= 
CHEAPER! 


SEE é 








on Display 
at Cleveland! 


In Booth 1617, representative models of the full 
Champion line, with all latest features, will demon- 
strate their greater efficiency, economy and speed of 
operation, to Convention visitors. 










‘‘Big or small... 


you can blow ’em all—on Champions” 
—is no idle boast. Leading foundries 
such as represented in this advertise- 
ment are daily proving that you can 
blow ’em faster, at less cost, with more 
uniform quality and precision with 
Champions! 


Operating a Champion CB-10 core 
blower is an easy, pleasant and safe 
occupation for this girl. Cores are 
used in brass castings for high grade 
plumbing fixtures. Photos courtesy 
Federal-Huber Company. : 
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Che largest Champion core blower, a 
‘B-400, at work in the Milwaukee foun- 
dry of International Harvester Company 
producing cores for Diesel engine castings. 
Che actual work of operating the control 
valves on this machine is no greater than 
that required on the smallest Champion 
Core Blower. 











’ From the newest, 
smallest model, 


the “Junior” Champion, up to the Mammoth 
CB-400, every Champion Core Blower pos- 





sesses the same distinctive features, the same 
unigue blow valve, which assure a perfect 
core every time, in a fraction of a second, 
with the standard air pressure of 85 pounds. 
Operation is safe, simple, speedy! There’s a 
size and type for every job. 

Talk with us about your core requirements 
.. + you'll find it pays! 





FOREIGN REPRESENTATIVES 


Champion engineers and production specialists will be on hand at the 
SWEDEN, NORWAY, DENMARK, FINLAND 


Cleveland show to give you the benefit of their long experience in helping A/B Westin & Backlund 
f es x ac c 





you solve any mold or core making problems. Champion molding machines, 8 Liljeholmsvagen, Stockholm 

jolt , roll hi ti ity, 

jolt sqeeezers, rollover and draw machines ceed igh produc ee empen y FRANCE, BELGIUM, SWITZERLAND, HOLLAND, THE SAAR 
precision and ease of operation that make the big difference in profitable Bonvillain & Ronceray, Inc. 

production. There's a place in any up-to-date foundry for Champion equip- Rue Paul Carle, Choisy Le-Roi, France 

ment. Let us show you what these efficient machines can do for you. ITALY 








Fratelli Musso 
56 Corso Bramante, Torina, Italy 


ARGENTINA, URAGUAY 











ore W. F. Guth Industrial Equipment & Furnace Co. 
FOUNDRY AND Avenida R.S. Penna 852, 
afe MACHINE COMPANY Buenos Aires R-26, Argentina 
are BRAZIL 7 ae 
d SALES OFFICE: 1553 W. MADISON ST. GENERAL OFFICE AND PLANT: W. F. Guth Foundry Engineering 

dade Caixa Postal 1411, Sao Paulo 
CHICAGO 7, ILLINOIS ROCKFORD, ILLINOIS 

tesy CHILE 

© Mauricio Hochschild & Cia, Ltd. 

MOLDING MACHINES CORE BLOWERS THE ELECTRIC RIDDLE Casilla 153 D, Santiago, Chile 
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fAartin Foundries Co., Detroit, Michigan 


This Gray Iron Foundry, recently completed 


and now in operation, was engineered, utilizing 
the Owner’s operating know-how and the foundry 
engineering experience of Giffels & Vallet, Inc., 
to provide efficient production facilities for pres 
ent requirements and for convenient future expan 


sion 


The foundry engineering experience of Gif 
fels & Vallet, Inc. is available to obtain desired 
objectives in your plant. We will gladly, without 
obligation, discuss your foundry problems and the 


assistance we could render 


GIFFELS & VALLET, INC. 


INDUSTRIAL ENGINEERING DIVISION 
1000 MARQUETTE BUILDING, DETROIT 
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. highly 


irregular in section. They require iron with 


@ Tough casting problems, these .. 


exceptional fluidity for the light work and 
which at the same time will resist shrinkage in 
adjacent heavier sections. They must possess 


strength and machinability. 


Quite naturally, this foundry uses Chateaugay 
Pig Iron. Its high carbon-low phosphorus 


contents perfectly provide all of these qualities. 


= 


AW 
1, PIG IRON 


rs 


Possibly you, too, may have one or more 
“problem” castings. Why not invite a Republic 
Pig Iron metallurgist in to help you with them, 
and to demonstrate the many extra values of 
Chateaugay in your own shop? Just let us know 
when you'd like him to call. 

REPUBLIC STEEL CORPORATION 


GENERAL OFFICES « CLEVELAND 1, OHIO 
Export Department: Chrysler Building, New York 17, N. Y. 
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PRODUCTION 
OF 


BETTER, CLEANER CASTINGS 


AT Lower Cost 


Three easy-to-understand reasons why more foundries 
use DELTA Core and Mold Washes... 








DELTA CORE AND MOLD WASH-BASE 
Mix with silica flour and water to 
produce finished wash. 


FOR STEEL 
STEELKOAT — Special Core and Mold Wash. 


FOR GRAY IRON AND MALLEABLE 
Grakoat — Blackoat — Hi-temp. 


— 
FOR GRAY IRON 
Blackoat S-5 — A new and different wash. 


fe 
FOR NON-FERROUS METALS 


Non-FerrusKoat. 


+ 
FOR ALL SAND CAST METALS 
THERMOKOAT — It’s Plasti-Lastic. 
PYROKOAT-HI-Speed. 


* 
FOR UNUSUALLY HIGH TEMPERATURE 
CONDITIONS 
Z-KOAT — High-fusion-temp. Wash. 
+ 











There is no “just as good” substitute for any DELTA 
Core and Mold Wash just as there is no substitute 
for DELTA’S scientific laboratory control of pro- 
duction which safeguards the quality and uniformity 
of all DELTA Foundry Products. DELTA Research 
laboratories developed, and pioneered the use of, 
Plastic-type Core and Mold Washes .. . and still 
leads the field in the development of new products 
for improved foundry practices. 


7. MORE PERFECT CASTINGS... 
2. LOWER CLEANING ROOM COSTS... 
S. LESS SCRAP IN MACHINING. 


Niw mechanical processing and improved chemical for- 
mulation ... developed by DELTA Research .. . have resulted 
in many decided advancements in both the quality and charac- 
teristics of DELTA CORE and MOLD WASHES. 

Maximum uniformity of surface coverage is obtained with 
lower Beaume mixes, using more water. Penetration charac- 
teristics are THREE times greater (from 10 to 12 grains deep) 
and the density of the wash on the surface has been in- 
creased 40%. 

Due to increased surface density the rate heat conductivity is 
speeded up and metal in contact with the washed surfaces 
cools more rapidly, resulting in smoother casting finish. 


HERE’S WHY 


@. Delta Core and Mold Washes “Anchor” themselves by 
penetrating from 10 to 12 grains deep into the sand. This bond 
between the wash and the sand . . . a distinctive DELTA char- 
acteristic . . . produces an expansion-resisting coating essential 
to the production of finer finished castings. 


6. The hot strength of Delta Core and Mold Washes in- 
creases with each degree of temperature rise from 1800°F to 
3000°F providing maximum critical hot strength for all foun- 
dry applications. 

The higher hot strength of DELTA Core and Mold Washes 
eliminates surface sand fissuring, excessive sand expansion 
and distortion. 


CC. No gas leakage through Delta Core and Mold washed 
surfaces. Gases produced by decomposition of organic binders 
in the core sand cannot leak through Delta Core and Mold 
washed surfaces to contact the molten metal. Only Delta Core 
and Mold Washes provide this unique and all-important in- 
surance against defective castings resulting from core gas leak- 
age. DELTA Core and Mold Washes ine 9? 
sure more perfect castings with finer fin- 
ished surfaces. 


é Ask for a liberal working sample. 
You will also receive complete data 
on how to use DELTA Core and Mold 
Washes in your foundry. 











OLLTA Of PRODUCTS CO. 


>) 18 ye) | Ra) {o) >] Ul ope oF 


MILWAUKEE 9, WISCONSIN 





THE FOUNDRY—May, 1950 








ww 


hed 
lers 
old 
ore 

in- 


ak- 











THE FOUNDRY 


May, 1950 


blems and © 
ustry, on 
engineering 

we assis 


the pre 
eces~ 


Foundry Ind 
sary high 


d the © 
skill to 


. & 
problems: 


serv 
solve your 





13 











MEX-R-CO 


DELSP eT in the Cupola- well 


AS 


ORIGINAL LINING 











sf) 





A HELSPOT lined ladle 
successfully resists the 
corrosive attack of molten 
metal and slag; the pour 
is not contaminated by in- 
clusions. More perfect 
castings — less rejections 
result when ladles are 
lined with HELSPOT. 


sare 


In addition to its princi- 
pal use as a ladle lining, 
HELSPOT is ideal for lin- 
ing cupola spouts and 
runners. The “lubricat- 
ing’’ characteristics of 
HELSPOT promote free 
flowing of the metal and 
minimize the formation 
of slag which may cause 
bridging. 


Bette Refra 
MEXICO, MISSOURI, U. S. A. 
YOU ARE CORDIALLY INVITED TO VISIT US AT 





FOR REPAIRING 





HELSPOT has proven a boon for lining the cupola-well below 
the tuyeres. In many installations HELSPOT is credited with 
giving many times the life obtained from brick and clay 
combinations. Maintenance problems are reduced; doors drop 
more freely; a marked saving in labor is noted. Then, too, 
cleaner and more perfect castings result in greater production 
and more economical operation. 

Install the lining 2-in. thick over new brick work in the well 
proper, as illustrated above. 

For repairing the cupola-well lining HELSPOT may be easily 
installed over the spalled and eroded brick surface; simply 
ram HELSPOT in the “dished-out” area. 





MEXICO REFRACTORIES COMPANY 


tortes’”’ Affiliate: National Refractories 
Company, Lewis Tower Building 
Philadelphia, Pennsylvania 


BOOTH 420 AT THE FOUNDRY SHOW 
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NI-ROD saves iron 
castings... makes 
machinable welds 


But for Ni-Rod electrodes, this pump body would 
have been scrapped at the foundry. The built-up 
crea of the flange facing is almost indistinguish- 
able from the original cast iron. Machining, drill- 
ing and tapping of the Ni-Rod weld deposit were 
no more difficult than similar operations in cast iron. 





For welds you‘ve never been able 
to make before... in high- 
phosphorus irons; heavy sections— 


NI-ROD “55” 
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In the photograph above, you see a 
45-pound gray iron pump casing 
that was rejected because a small area 
of the flange failed to fill during 


pouring. 


Instead of being scrapped, the cast- 
ing was sent to the plant’s welding 
department. There, with Ni-Rod® 
electrodes, the defective flange was 
built up and the repaired casting was 
passed to the machine shop where it 
was finished like a regular production 
piece. 

Salvage operations like this with 


Ni-Rod save time and money. 


Ni-Rod gives fast, crack-free, non- 





porous welds that are a close color 
match for gray iron... and welds that 
are as machinable as the iron itself. 
Slag removal is easy. And Ni-Rod is 
stable-arcing in all positions with 
either AC or DC current. 


Another important Ni-Rod feature 
... preheating or post-heating is sel- 


dom necessary. 


Why not try Ni-Rod in your own 
shop ... soon? Discover for yourself 
why 4 out of 5 shops re-order Ni-Rod, 


once they've tried it. 


Your nearest INCO distributor stocks 
Ni-Rod in 3/32’, 1/8”, 5/32”, and 


5 16” diameters. 


FREE — 8-page booklet: 


“NI-ROD... 


a new electrode for any cast iron welding.” 


THE INTERNATIONAL NICKEL COMPANY, INC. 


67 Wall Street, New York 5, N.Y. 





EMBLEM OF SERVICE 


teaoce mare 


. N 1-RON 





NI-ROD DISTRIBUTORS 


Alloy Metal Sales, Led. J. M. Tull Metal & Supply 


Company 


Robert W. Bartram, Ltd. 
Eagle Metals Company 
Metal Goods Corporation 


Metal & Thermit Corporation 





Pacific Metals Company, Ltd 


Steel Sales Corporation 


National Cylinder Gas Company Hollup Corporation 


Whitehead Metal Products 
Company, Inc. 

Wilkinson Company, Ltd. 

Williams and Company 
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7éc ALL-NEW GROOVE STEM 






FEATHEREDGE 
FUSION RINGS 


Knife-like multiple Rings heat in- 
stantaneously to fusion tempera- 
es—burning in and eliminating 
leakers. 


COMPLETE CONTA 
RADIUS GROOVES 


Molten metal lays up solidly 
against the rounded bases of the 


















DROP IN AND 
SEE US AT 
BOOTH 1105 

UPPER 










radiue—greoves-——Orenrer chaplet 
area contact results in maximum 
fusion. No sharp threads to trap 
gases or weaken stem strength. 


COUNTERSUNK 
SHOULDERS 


Heavy tapered showle Srovide 

Upport to plates—allow full 
contact with molten metal. No 
sharp angles to create voids usual- 
ly formed under heads of ordi 
nary chaplets. 


PURE TIN COATING’ 


Not only the surest known protec- 
tion against rust, but actually an 
aid to fusion. Tin readily alloys 
with iron or steel lowering melt- 
ing point, thus improving fusion. 


PRECISION TOLERANCES 


sama Held to plus or minus .002 on most 
sizes, Fanner reputation for accu- 
racy is unequalled. 


























LAKESIDE HAL 









Patent Pending i 








There is Something New in Gap 


1. Assured Core Support 3 
2. Maximum Fusion 4 





to produce an even better chaplet, The Fanner Mivfact 
rial Institute, Columbus, Ohio, to conduct exhauiestud 
supplemented by field tests in leading foundries, nner 
Groovestem chaplet and has redesigned the Fam Sup 
port and completeness of fusion. 


For 56 years Fanner Chaplets have been the ip of 


pm 








exhau 
ndries, 
je Fama 


The Inproved SUPERSTEM 


= 





aplets that Brings Your Foundry 


3. Freedom From Leakers 
4. Accurate Wall Thicknesses 





1e ro of excellence in the foundry industry. In an effort 
nner M 


facturing Company commissioned the Battelle Memo- 
studies of chaplet design. Based on these studies, 
mer Manufacturing Company has developed the new 
Superstem, further insuring the maximum in core sup- 











BROAD ANGLE 
SUPER STEM 


To provide greater fusion 
area, to create a stronger st 
and to promote bett 


New 


COUNTERSUNK 
SHOULDERS 


To permit molten metal to la 
up in direct contact witha o 
the shoulder-€Timinating voids. 


PURE TIN-GCOATING* 


Not only the surest protection against 
rust, but actually an aid to fusion. Tin 
readily alloys with iron and steel low- 
ering melting point, thus improving 
fusion. 


PRECISION TOLERANCES 


Held to plus or minus .002 on most 
sizes, Fanner reputation for accuracy 
is unequalled. 


Also available in Pure Copper. 





LEADING FOUNDRIES GET 








Two 8 x 10° Units in Parallel at Leading Cincinnati, 
Ohio, Foundry. 

Floor capacity was increased when these two Foundromatic 
shakecouts were installed in parallel in this foundry. In one 
nine hour shift they average as high as 40 complete molds 


with mold weights up to 71,000 lbs! 


eS 





6 x 8 Unit at Bucyrus-Erie Co., South Milwaukee, Wis. 
Shakeout runs 12 hours a day, six days a week, and averages 
between 15 and 20 tons of castings each day. This installation 
completely serves its purpose of speeding castings from the 
foundry floor to the machine shop. 


Y OU CAN GET SIMILAR EFFICIENCY with Foundro- 


stress-relieved structure, essential for long mechanism 
life and reduced maintenance. Load on the shakeout 
is not limited by size of bearings or shaft — shaft is 
shorter and sturdier than in conventional units 

Your requirements can be met by one of the nine 
single-body shakeouts from 3’ x 5’ with capacity of 
one ton, to 8’ x 10’ with capacity of 25 tons. Multiple units 


Foundromatic 


Foundry Equipment for 
Bigger Output - Better 
Working Conditions! VIBRATING CUPOLA 
SCREENS BLOWERS 
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8'x 10’ Unit at Falk Corporation, Milwaukee, Wisconsin. 
After five years of constant use, this shakeout still provides 


trouble-free service. This Allis-Chalmers shakeout has never 
been removed from foundation despite constant operation. 
Extremely low maintenance costs are reported by Falk com- 
pany officials, 


« 
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4’ x 6 Unit at Taylor-Wharton fron & Steel Company, 
High Bridge, N. J. 

This 5° slope shakeout receives sand and castings up to 300 
Ibs. from the discharge end of an apron conveyor. Sand spillage 
is minimized and casting cleaning performance is excellent. 


can be supplied with capacities of 100 tons or larger. 
Call your nearby A-C Sales Office for information, 
or write for new Bulletin 07B6365A. 


ALLIS-CHALMERS, 1032A SO. 70 ST. 


A-3013 
MILWAUKEE, WIS, 


ALLIS-CHALMERS 


and Regulex are Allis-Chalmers trademarks 


he af} 


MOTORS-DRIVES 
CONTROL 


— 


FOUNDROMAITIC 
CORE DRYER 


REGULEX ARC 
FURNACE CONTROL 


INDUCTION HEAT 
ING & MELTING 
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of Solid Samples 








“ 
Diente 


CY sa amis sno oS RRO 











Typical laboratory installa- 
tion. A Lindberg Volumetric 
Carbon Determinator operat- 
ing with a Lindberg “H-F” 
Combustion Unit 


The Lindberg “HF” Combustion Unit is revolutionizing carbon and sulphur determinations 
in laboratories throughout the country. Ready for instant use—instant temperatures 


above 3000° F.—for steel, cast iron, alloys, or stainless samples—volumetric or gravimetric! 


A high frequency unit specially designed for the laboratory 


e Ready in the morning in 57 seconds—instantly e Shorter tubes advantageous for volumetric 


from then on. method. 


© 90% less power consumption (maximum input e No elements to burn out or limit temperatures, 


0.125 KW idling). e Heats nothing but the sample. 
e Glass combustion tube provides visability of e Eliminates excess heat from the laboratory. 
operation. e Inexpensive “cupelet™ holds full factor weight 
e Combustion tubes at half the cost, last many for carbons. 

times longer. e Small and compact—13" wide—28' 2” high—17’ deep. 


For further details ask for Bulletin 910. 


LINDBERG. \ABORATORY DIVISION 


2453 WEST HUBBARD STREET - CHICAGO 12, ILLINOIS 
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SOMETHING NEW IN SAND BLOWING 
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See It Operate I} 

at the Show }] 

Booths 1112-1116 / 
j 


es ~ ae Ay yal 


. 
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Blows any sand that you can hand-ram; dry core compound, green facing 
or oil sand. Moisture is nof critical. Ideal for jobbing or production shops. 
Practically eliminates blow plate changes. 


Will blow 213-3 ounce or 1-40 pound core without refilling. 
SEE FOR YOURSELF AT THE SHOW! 





THE FEDERAL FOUNDRY SUPPLY COMPANY 


4600 East 71st Street Cleveland 5, Ohio 
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International Harvester 
Foundries 
Served by Roto-Clone 


om Louisville Wakes. E LEVE N 1. Richmond, Ind. 


2. Geelong Works, 
Melbourne, Australia 


New Louisville, Ky. Tractor Works 3. epaifion,, One 

| 4. McCormick Works, Chicago 
is 11th International Harvester foundry 5. Tractor Works, Chicago 

6. Rock Island, Ill. 

7. Canton, Ill. 

8. Milwaukee, Wis. 

9. Memphis, Tenn. 












to Install Roto-Clone Dust Control 





10. Indianapolis, Ind. 


, LOUISVILLE 


ae, 


INTERNATIONAL 
HARVESTER 


International Harvesters — which supplies castings for International's Louisville 
drive against dust in foundry operation started 16 Tractor Works. The foundry has a melting capacity 


years ago with Roto-Clone installations in three of 51.9 tons per hour and operates seven molding 


foundries. As new foundries were added or old ones lines. On the following pages are illustrations 


modernized Roto-Clone dust control equipment has showing where and how Roto-Clones provide high 
D c 
been selected to spearhead their clean-up campaign. — effieieney dust control in all phases of this large 


Latest installation is in the new gray iron foundry scale operation. 


AMERICAN AIR FILTER company, inc. 


266 Central Avenue + Louisville 8, Kentucky 





ROTO-CLONE DUST CONTROL EQUIPMENT 
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serve new Louisville, Ky. Foundry 
of International Harvester | 
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All Aboard. Two of the twenty Type 
N Roto-Clones ready for shipment. In- 
stallation also included seven Type D 
Roto-Clones. The 27 units exhaust a total 
of 650,000 cfm of dust laden air. 





*< 


27 ROTO-CLONES | 
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Core Grinding. One of four core grind- 
ers equipped with exhaust hood which 
is designed to both rotate and elevate to 
meet changing locations of grinding wheel. 
Exhaust volume of 4200 cfm prevents 
dispersion of fine sand. 











Shake-out. Snap flask units are upset onto 4’ x 10’ vibrating 
shake-out equipped with hood 


which is ventilated by an ex- 
AAS | haust volume of 9000 cfm. 
ROTO-CLONE 








Space Savers. Compact design of Roto-Clones permits overhead instal 
lation of this battery of 3 Type N units to conserve valuable floor space 


DUST CONTROL EQUIPMENT 
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Tumbling Mills. Roto-Clones in the cleaning room provide Chipping Beneh. One of 21 chipping benches which are 


147,300 cfm of exhaust ventilation for 21 tumbling mills, 5  ab- provided with back shields, individual lighting, and a down 


draft and lateral exhaust of 2200 cfm for each station. 





rasive cleaning units, 11 stand grinders and 21 chipping booths. 





Cleaning Room. Clean castings are finished on chipping tables Sluicing Systems for Refuse. Dust collected by Roto-Clones is 
and stand grinders. Note complete and effective hooding of two ejected as a sludge into a gravity flow sluicing system. Sluices supply 
wheel pedestal grinders shown in foreground. All units are ex- disposal method for sludge and all dry foundry refuse. 


hausted by Type N Roto-Clones. 
‘ 


‘ oS Z Y »~ SS : . in this Modern Foundry 


i S: 


worry ty Summary of Roto-Clone Applications 


Ss 


“ ie a ail 

i aN “Ere a Pr i © Cleaning stack gases from 6 cupolas 
ie : Shake-outs 

Sand Conditioning Systems 

Core Sand System 

Chipping Tables 

Stand Grinders 

Abrasive Cleaners 


Tumbling Mills 





Sludge Settling Tanks. Sludge and other foundry refuse from two sluicing 
systems are delivered to these four settling tanks. Refuse is removed by overhead 


crane equipped with grab bucket and carried by truck to the disposal area. 





ROTO-CLONE DUST CONTROL EQUIPMENT 
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There's a size and type ROTO-CLONE 
to solve every foundry Dust Problem 





Roto-Clone Type D. The Type D Roto-Clone, with cast iron hous- Roto-Clone Type N, The Type N Roto-Clone cleans’the air by 
ing, is designed for the dry collection of granular dusts. Available in means of a water curtain induced by the flow of the air through the 
ten sizes for capacities from 200 to 15,000 efm. collector. Has no moving parts, pumps or other auxiliary equipment 


—requires minimum space—easy to install. Available in eleven sizes 
—capacities from 1,000 to 48,000 cfm. 


Roto-Clone Type W. A design which Combines the scrubbing 
effect of water sprays with the principle of Dynamic Precipitation 
Available in 11 sizes and three arrangements from 1,000 to 30,000 


cfm. Provides complete collection of finely divided materials. 





Write for Bulletin No. 270! 


Contains complete infor- 
mation on the Roto-Clone 
principle of dust control— 
design and application 
data on each of the three 
units shown above. 








AMERICAN AIR FILTER company, inc. 


266 Central Avenue + Louisville 8, Kentucky 


ROTO-CLONE DUST CONTROL EQUIPMENT 
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Note 2 flexible steel 
rubbing arms 





Discharge door is 28” off floor 
high enough to accomodate a 
3 cu. ft. wheelborrow 


SMALL IN SIZE- 


@ The Whirlmix, a big producer, will mix more 
sand per hour at lowest cost . . . 4,000 Ibs. of oil 
core sand or facing sand per hour. 


Small—compact, the Whirlmix is an integral unit 
which does not require a foundation. Weighs only 
1,060 Ibs. Ccn be moved easily by crane or lift 
truck from one location to another. 


Two flexible spring steel whirling arms exert 
the proper pressure to the sand. 


No crushing of 


SEE YOU AT BOOTHS 1112 AND 1116 











SAND MIXER 


IN PRODUCTION 


sand grains; no overheating af sand. This produces 
a uniform mixture of either core oil, dry core com- 
pound, or facing sand. The Whirlmix gives you a 
fluffy sand (does not need aerating), efficiently mixed 
without crushing. 

lf you want a mixer which will give you ton- 
nage, an efficient mix, and complete satisfaction, 
write us today about this new sand mixer . . . Whirlmix 
(Model No. 300) . . . small in size, a little giant in 
production . only $1,185 f.o.b. Cleveland, Ohio. 


THE FEDERAL FOUNDRY SUPPLY COMPANY 


4600 East 71st Street 
CHICAGO -. MILWAUKEE . 


CROWN HILL, W. VA. - 


¢ Cleveland 5, Ohio 


RICHMOND, VA. - ST. LOUIS 








Lynchburg Foundry’ SAVES 56.7” 
on BLAST CLEANING 


with Malleabrasive' 


Cc ———Y 




















2K Results of Malle- 
abrasive test conducted 
by Lynchburg Foundry 
Co. of Lynchburg, Va., as 
reported by The Globe 
Steel Abrasive Co. 











e-9 











To get the facts on Malleabrasive, Lynchburg Foundry set 
aside 16 weeks for comparative tests to check cleaning costs 
before and after using Malleabrasive. 









































The results were amazing! Lynchburg’s impartial tests Further checks on cleaning costs showed Malleabrasive 
proved 100 Ibs. of Malleabrasive does the work of 230 Ibs. saved $7.38 out of every $10.00 Lynchburg formerly spent 
of ordinary shot or grit . . . an actual saving of 56.7% hourly! for replacement parts. But that’s not all. . 
































ae ee 
( Test MALLEABRASIVE YOURSELF! 


If you want to save money on blast cleaning, take advan 
tage of this offer! We’ll send you all data needed to run 
a comparative test just like Lynchburg’s right in your 
own cleaning room! Remember, Malleabrasive is guar- 
anteed to outperform ordinary shot and grit when 
comparative tests are properly run. Malleabrasive is 
more than “heat treated” or “‘annealed,”’ 

Malleabrasive is a radically new abra- 
sive. But find out for yourself. Write 
for TEST INFORMATION to: THE GLOBE 
STEEL ABRASIVE Co., Mansfield, Ohio. 

















After all test results were in, Lynchburg Foundry found the 
switch to Malleabrasive means an actual cash saving of 


$2,995.00 a year-—all clear profit. 


tU.S. Patent #2184926 


(other patents pending) Save on blast cleaning with 


PATENTED} 
og (Rk) 


THE GLOBE STEEL ABRASIVE CO., MANSFIELD, OHIO 


* MANUFACTURERS OF METAL ABRASIVES SINCE 1907 * 
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OLEMAN OVENS 


BAKE CORES AT 
LOWER COST 


___ than any other known method! 


@ Cores are made only to be 
destroyed in serving their purpose in the 
production of good castings. Therefore 
~ the method that produces all the perfect 
cores you need at the lowest possible cost 
is the best method to use. No other method 
can "produce cores at lower cost than 
Coleman Ovens because only Coleman 
Ovens enable you to combine all these ad- 
vantages for the greatest overall economy: 


.. the GREATEST FUEL SAVINGS by using 
the most economical fuel available. 


..the GREATEST SAVINGS IN LABOR 
resulting from the most efficient han- 
dling methods for your production. 


..the USE OF MOST SATISFACTORY 
BINDERS for your particular casting 
requirements—oil or resin. 


.. the MOST EFFICIENT USE of your avail- 
able production floor space. 


.. the FINEST AND MOST DEPENDABLE 
BAKING METHOD to eliminate rejects 
and make-overs. 


..the LOWEST MAINTENANCE COST 











U 





for ep-anep ane serves. COLEMAN TRANSRACK OVENS 
COLEMAN OVENS can assure you of these at Crucible Steel Castings Co. 
results because they are proven through For use with portable racks to reduce handling labor. 
over 10,000 Coleman Oven installations. Designed to provide maximum flexibility of core sizes 
No other method can furnish you with an and shapes for jobbing shop requirements. 


equal record of efficiency or dependability! 
COLEMAN OVENS are built in a complete range of sizes and capacities 
for every core-baking and mold drying requirement: Tower Ovens, 
For information on Coleman Ovens to meet Horizontal Conveyor Ovens, Car-Type Ovens, Transrack Ovens, Rolling 
your needs, write for Bulletin 48 today. Drawer Ovens, Portable Core Ovens, Portable Mold Dryers, etc. 


WORLD’S OLDEST AND LARGEST FOUNDRY OVEN SPECIALISTS 


THE FOUNDRY EQUIPMENT COMPANY 





1831 COLUMBUS ROAD CLEVELAND 13, OHIO 
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Lynchburg worker spraying green resin core 
for clutch housing with a 15° Mexacote solu- 
tion. Green resin core for transmission is 
waiting to be sprayed. Baked cores may be 
dipped for Mexacote treatment. 


Mexacote-sprayed green resin core for 
clutch housing is placed in the oven for 
drying. Some cores are first baked and 
then given a 40° Baume’ coating of Mexa- 
cofe. 


We'll see you at the Foundry Convention in Cleveland. May 8-12 
Booth 902 In the Arcade... . 


THE UNITED STATES GRAPHITE COMPANY 
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sprays cores wzth 


for finer casting finish 


To find a product that would produce a 
high surface hardness on their cores and 
give a better casting finish, the Lynch- 
burg Foundry Company tested many dif- 
ferent products. After exhaustive tests 
on a wide variety of cores they found that 
MEXACOTE would do exactly what they 
wanted it to do. Say Lynchburg engi- 


neers: “Now we spray all cores — where ws 





spraying is possible—with a 15° Baume’ 
From core to casting. The picture at left shows one part of the core assembly 


solution of MEXACOTE and the results for clutch housing after having been sprayed green with Mexacote and baked. 
At right is the casting. Note fine finish that will require minimum finishing. 


have been highly satisfactory.” 

When you want a better casting finish, 
spray or dip molds and cores with MEXA- 
COTE. It quickly mixes with water and 
thins to a spraying consistency. MEXA- 
COTE forms a firm coating that will not 


crack, shrink, scab, peel or buckle under 





heat, and can be dried by torch, lamp, 


or oven. A solution of 20° Baume’ is At left, resin cores for part of truck transmission case are sprayed green with 
Mexacote. At right is the transmission case after casting. Note absence of 
veining of cored surfaces. 


usually recommended for spraying, 35° 
for dipping. MEXACOTE holds true core 
dimensions, does not run or build up — 
penetrates sand to prevent burning in. 


Write for special MEXACOTE bulletin. 





DIVISION OF THE WICKES CORPORATION .- iW, MICHIGAN 
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CRYSTOLON 8 Hole Sia 
™ Me ne ee 


CRYSTOLON slag hole blocks, made by Nor- 
ton Company of densely bonded silicon carbide 
grain, give long trouble-free service in foundry 
cupolas. The hard, dense surface of these chem- 
ically inert blocks is resistant both to the abra- 
sion and penetration of molten slag. 
CRYSTOLON blocks resist all slag action 
either by corrosion or erosion. Consequently 
the hole size is maintained for a longer period 
of time, giving better control of the flow. These 
rugged slag hole blocks are highly refractory 
and will neither soften nor spall at temperatures 
up to 1650°C. 


NORTON COMPANY + WORCESTER 6, MASS. 
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5 "REGULARS”...5 “SUPER-SPEEDS”...5 "SUPER-SOCKS’ 


—ALL FROM 5 BASIC MODELS 

















SEE HOW YOU SAVE 
with the versatile New Rotor Chippers 


SERS of the New Rotor “Multi-Power” 
Chipping Hammers are enthusiastic about 
them because they give these top values: 
3 MODELS IN I. By a simple change of parts, you 
can adapt each of the 5 basic models to serve as 
3 hammers to match your job: (1) A “regular” 
model, (2) A ‘“‘super-speed” model, (3) A “super- 
sock” model. 
LIGHTER WEIGHT. These new Rotor Chippers 
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average 1% to 2 Ibs. lighter than other chippers 
making them easier to handle. 

SHORTER. Exclusive “doughnut” valve makes 
possible saving of 1” to 2” in length, making it 
easier to get into these tough, crowded corners. 
FASTER CUTTING. You get more blows per min- 


ute ... because of new exclusive design. 


Get all the facts. Write for catalogue No. 37. 


TOOL 


Gi 


ROTOR TOOL 


31 




































OUR 40TH YEAR SERVING THE WORLD’S INDUSTRIES 





There’s a Specific 


A. P. GREEN 
REFRACTORY 


for Every Foundry Operation 





Scientifically engineered refractories contribute tremendously to 
operations resulting in fewer rejected castings. The A. P. Green 
refractory products illustrated will help you accomplish this objective. 


The A. P. Green Company manufactures a complete line of fire-clay 
refractories designed for use in the foundry. Operators throughout 
the industry have come to depend upon these products to meet their 
particular requirements. In many cases they have reported 25 to 50 
per cent greater service over other materials. 


The A. P. Green Fire Brick Company Engineering Department 

will assist you with further information concerning the reduction of 
refractory costs in your foundry. Call your local A. P. Green 
Sales Office or Distributor — listed in the yellow pages of your 
telephone directory — or write address below. 


A. P. GREEN PRODUCTS FOR USE IN THE FOUNDRY 


CHECK THIS LIST—SPECIFY THEM BY NAME 





SATANITE a super fire-clay mortar — highly resistant to molten metal 
and slag — eliminates joint erosion. 


GREENCOTE Refractory maintenance coating used as a ladle wash 
coat and for reconditioning refractory linings. 


"SAIRSET Air-setting, high temperature bonding mortar for laying fire- 
brick — has excellent working properties and forms a strong bond. 


KAST-O-LITE A lightweight 2500° F. insulating castable recommended 
for monolithic linings of annealing ovens and heat treating furnaces. 


SUPER-PLASTIC a super duty, plastic for lining ladles, cupola spouts 
and for patching. 


CUPOLA BLOCKS Are uniform in shape and size — highly resistant 
to slagging and abrasive conditions. 


INSULATING FIREBRICK 
G-20 for temperatures up to 2000° F. 
G-23 for temperatures up to 2300° F. 
G-26 for temperatures up to 2600° F. 













, a?) Green 
A. P. GREEN FIRE BRICK COMPANY REFRACTORY 


MEXICO, MISS RI, U.S.A. 
eo PRODUCTS 


A.P. GREEN FIRE BRICK COMPANY, LTD. oa 
Toronto 15, Ontario iwi as US 3 
Distributors in the Principal Cities of the World 
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SEE it at 


the FOUNDRY Show 
May 8-12 








tHe NEW SANDMASTER 


A Fast Maneuverable, Versatile 
Sand conditioning machine 














_.. There is nothing like it for 
COMPLETE sand preparation | 















































The new SANDMASTER, another significant con- 
tribution to the Foundry Industry, will be unveiled 
at the 1950 Foundry Show by AMERICAN .. . 


leaders for more than 43 years in developing im- 

proved foundry equipment. See the SAND- WHEELABRATOR - EQUIPMENT CORP. 
MASTER on display at Booth 1417 Lower Lakeside 505 So. Byrkit Street Mishawaka 2, Indiana 
Hall. 


Please turn page 


continuous tumblast cuts 


cleans a continuous flow of castings . . . AUTOMATICALLY 


5 


The Continuous Tumblast is auto- 
matically loaded by a conveyor 
system. No manual loading is 
required. 


Castings are cascaded within 
the abrasive blast of two Wheel- 
abrator Units to scour every sur- 
face brilliantly clean. 


WORLD'S LARGEST BUILDERS 
OF AIRLESS BLAST EQUIPMENT 


Please turn page 








Cleaned castings are discharged 
onto a second conveyor which 


carries them to the sorting, 


grinding and finishing depar! 
ment. 














( 


Manufacturer of 


Brass Plumbing Fixtures 


scleaning costs in half J Waas 


$226 per ton 























Because of a limited cleaning volume of only 
nine tons daily, company executives were skep- 
tical that cleaning costs could be reduced sufh- 
ciently to repay their investment in a Wheela- 





costly, time-consuming interruptions for start- 
E a . ing, stopping, loading and unloading as in the 
brator Continuous Tumblast. However, a direct 5 pping § & 


; . . , ' onventional type blast mill. 
cash savings resulted immediately after installa- . ype 


tion, even with this low tonnage. Now, after As the castings progress through the cleaning 
one year’s time, the Continuous Tumblast has chamber, all surfaces are exposed to the abrasive 
proved that it will pay for itself by saving blast of two Wheelabrator Units. This tremen- 
$5,085. , dous abrasive barrage removes every trace of 


sand and scale, cleaning the castings better than 


Che Continuous Tumblast replaced a conven- : 
ever before. 


tional batch type cleaning machine and elimi- 


nated all manual handling of parts in the clean- In addition to actual dollar-and-cent savings, 
ing department. Castings are brought to the other advantages are cleaner working conditions 
loading hoppers by a conveyor. When clean, and a faster, more even flow of work. 

they are unloaded automatically through a dis- Whether your cleaning volume is large or 
charge hopper onto another conveyor which car- small, there is a Wheelabrator Machine that can 
ries them to the sorting, grinding, and finishing cut your cleaning costs... and pay you a 
department. Castings flow through the cleaning profit for years to come. Write today for full 
operation without interruption. There are no information 


COST COMPARISON CHART 


FORMER METHOD WHEELABRATOR METHOD 


MACHINE Blast cleaning mill 26”. Continuous Wheelabrator Tumblast 





which PRODUCTION 9 tons in 9 hours 9 tons in 5 hours 


fing, 
part 


LABOR REQUIREMENT 


(Cleaning and Handling) 18 man hours daily 5 man hours daily 






COST PER TON: $4.23 $1.97 





SAVINGS: PER TON $2.26 PER DAY $20.34 = PER EAR $5,085.00 


WHEELABRATOR & EQUIPMENT CORPORATION 


505 South Byrkit Street Mishawaka 2, Indiana 


Please turn page 





DUSTUBE SAVES ON MAINTENANCE COST 


simple, trouble- 
free operation 
saves time and 
labor 


Chere are so few working parts to wear that Dustube requires practically no 
attention at all. One man can service it without any tools. Inspection is an 
easy job from the clean air side. There are no heavy frames or screens to 
unbolt in determining the condition of the cloth filter tubes. It takes only a 
few seconds to insert a new tube when needed. 

Dustube has proved its cost-reducing advantages in plants throughout the 
country. It will do the same for you. Write today for full information 


Mr. Ernest Donley, Maintenance Foreman 





“Periodic inspections are simple all working parts are 
easily accessible in a few minutes the job is finished 
without removal of tubes or the use of any special tools. Fe ot 
For dependable, high efficiency, the Dustube can't be \ 1 
equalled — trouble is non-existent. Operating costs are 

also low —the few cents a day for power we spend - 
assures us the best in dust collection.” 





SEE HOW IT SAVES for THE H. W. CLARK COMPANY, Mattoon, Illinois 


WHEELABRATOR & EQUIPMENT CORP. 
505 S. Byrkit St., Mishawaka 2, Indiana 







¢ 


No. 230 at Mag. 10X 
After 1500 Passes 


No. 230 at Mag. 10X 
After 50 Passes r) 


PROMINENT DETROIT MANUFACTURER 


Mr. Francis Thompson, Finishing Foreman 


“We depend upon our Dustube Dust Collector for six- 
teen hours of heavy service daily in ventilating grinders, 
tumblers and our Wheelabrator Tumblast. Our cleaning 
room is as clean as any other department in the plant 
and we recently were commended highly by our insur- 
ance inspectors on our dust collector set-up. Our exper- 
ience with the Dustube has been very gratifying.” 





TRU-STEEL Shot 


30% in CLEANING Costs 


“We find that we had a 72; savings in the amount of abra- 
sive we used and, while the Tru-Steel represented a higher 
initial cost, we still realized a 35°; savings in the cost of 
the abrasive used because of the longer life of Tru-Steel 
Shot. 


“Another big advantage we find is the longer life of the 
machine itself. We saved 63¢7 in the cost of replacement 
parts, not counting the time saved by our maintenance men 
in not having to replace parts as often. Just figuring the 
savings in abrasive and parts alone, we showed a savings of 
30°, in the cost per ton of parts cleaned compared to out 
previous costs with chilled iron shot.” 


Make your own test. Order a supply of Tru-Steel Shot 
today 


American WHEELABRATOR & EQUIPMENT CORP. 


505 S. Byrkit Street MISHAWAKA 2, INDIANA 


Please turn page 
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AO 
When Foundrymen Weld... HWiaepla-act 


this is the Eye Protection they Favor ‘eqexexera - 





QUICK FACTS 






LENSES are highest quality Super Armor- 
plate or 6 Curve Armorplate Calobar in 


Welders. welders’ helpers, supervisors, apprentices, Coenen, medium dark or extra dark shades. If 
‘ i only impact protection is required, goggle 
men and other foundry workers working on or near electric welding may be had with clear regular Super 
operations find the AQ3080 goggle ideal for the DOUBLE PRO- Armorplate or clear 6 Curve Super 
TECTION required against both injurious light or glare and impact Armorplate lenses. 

BRIDGE is sturdy, reinforcing bar type 


hazards. It is an ideal goggle for wear under helmets. Side shields j 
covered with leather guard to protect 


of soft leather give 3-way protection against heat, injurious light against heat, foreign bodies, stray light. 
and foreign particles. 3 bridge sizes and P. D.’s. 


TEMPLES available in _ several 
lengths are comfortable, insulated, 


Your nearest AO Safety Products American o Optical 
i c c 


Representative can supply you. perspiration proof, heat resistant. 


SAFETY PRODUCT DIVISION 





Southbridge, Massachusetts + Branches in Principal Cities 
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TRADE MARK REGISTERED 





JUNIATA Bank Sand has high surface tension and low ex- 
pansion. The perfect base for bonding. The ideal grain 
pattern for velvet smooth casting surfaces. 


JUNIATA Bank Sand used in facing sands has all the A. fF. 5. 


good features of naturally bonded sands but has greater 
CONVENTION 


refractoriness and higher permeability. 


BOOTH 
IN CORES 327 


JUNIATA Bank Sand has exceptional green strength. 
Requires less cereal binder to eliminate sagging. No 
clay to absorb oil. Low expansion to prevent metal 
penetration. 


JUNIATA Bank Sand for smooth cores and perfect 


dimensions after baking. 


JUNIATA BANK SAND STANDS ALONE IN ITS FIELD 


_ FOUNDRY SANDS © SILICA SANDS 
re &S A B'S SHOT — GRIT — BLAST SANDS 
FOUNDRY SAND COMPANY — DETROIT REFRACTORIES * BENTONITE 
RE-BONDING CLAYS ) 
































AND SAND BLAST SERVICE 





* PROCESSORS - FOUNDRY, METALLURGICAL 
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Increase Customer Satisfaction 
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TECHNICAL SERVICES 











SPENCER 


HARTFORD 


IN THE FOUNDRY 


The first Spencer Turbo was installed on a cupola in 
Pittsburgh more than forty years ago, and is still giving 
satisfactory performance. 

As foundry practice improved and became more exact- 
ing, the advantages of the Spencer Turbo for foundries 
became more and more important. Its very simplicity and 
freedom from shut downs and maintenance for instance 
became most valuable during the war years when found- 
ries were working at top speed 24 hours a day. 

The Spencer Turbo has wide clearances, with only two 
bearings to grease. It operates quietly, at low speeds and 
with little vibration. No special foundations are required. 

Positive Control: Spencer Turbos deliver a constant 
pressure of air regardless of cupola loading conditions. 


Manual control consisting of a calibrated ammeter and 





a blast gate is standard. Automatic air-weight control 
with chart readings can be added where required. Ask 


for the Spencer Foundry Bulletin No. 112. 


af | ) 
|, ae) Se 


GOOD HOUSEKEEPING 


Spencer Portable Vacuum Cleaners from 112 to 7'2 
horsepower are used extensively in foundries to re- 
move overhead dirt and dust and to clean molds, pat- 
terns and finished castings. The same machine can be 
used in other parts of the plant for general housekeep- 
ing, or for reclaiming metals, material hanc!irg and a 
hundred other uses along the production line. Bulle- 


tins on request. 












——| SPENCER 
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ARTICULATED 
TROLLEYS... 























Side plates rotate in- 
dependently around 
saddle trunnion 
on bronze bush- 
ings which equal- 
ize pressures on 
all wheels. 


Flangeless wheels with pre- 
cision bearings eliminate all 


wheel friction. 


Load bar is seated in saddle ‘ 
End truck supporting 


saddle is seated on 
Timken self-aligning 
bearings. 


trunnion on Timken self-align- 


ing bearings. 


Side rollers with anti-friction 
bearings hold trolley in 
positive rail alignment. 





mate possible Nigh Speed, Mey Sowwice 


AMERICAN MONORAIL CRANES 


When each trolley wheel carries its share of the 
load in perfect alignment with the craneway 
tracks and all possible friction is eliminated, the 
result is perfectly articulated trolley travel. 


Applied to American MonoRail Cranes, these 
articulated trolleys permit operating speeds of 
500 feet per minute ...constant service... 
handling loads up to 10 tons. And with this is 
offered all the flexibility of MonoRail design for 
interlocking carrier service between and 
beyond the craneways. 


Let an American MonoRail Engineer explain all 
the advantages of these new cranes. Write for 
Bulletin MF-1 showing the development of 
American MonoRail Cranes for over-all plant 
service at low initial and operating costs. 





THE AMERICAN COMPANY 


13104 ATHENS AVENUE CLEVELAND 7, OHIO 
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of all forms 


7 . v “ry. ‘ vy 

UNGSTEN 
Tungsten Ores 
Ferro- Tungsten 
Tungstic Oxide 
Tungstic Acid 
Ammonium Para-Tungstate 
Sodium Tungstate 
Tungsten Metal Powder 


Tungsten Carbide 


Tungsten under present conditions will reward every 
user's close attention. As specialists in the manufacture 
and use of Tungsten products, The Molybdenum Cor- 


poration may be relied on for timely advice and service. 


MOLYBDENUM 


AMERICAN Production, American Distribution, American 
Control, Completely Integrated. 


Offices: Pittsburgh, New York, Chicago, Cleveland, Detroit, 
Los Angeles, San Francisco, Seattle. 


Sales Representatives: American Steel and Supply Co., Chicago; 
Edgar L. Fink, Detroit, Brumley-Donaldson Co., Los Angeles, 
San Francisco, Seattle. 


Subsidiaries: Cleveland-Tungsten, Inc., Cleveland, O.; General 
Tungsten Manufacturing Co., Inc., Union City, N. J 


Works: Washington, Pa.; York, Pa. 


Mines: Questa, New Mexico; Urad, Colorado. 


CORPORATION OF AMERICA 
Grant Building Pittsburgh, Pa. 
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CP Rammer 


for any sand 


ee 
= 
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Fi strokes adapts the CP-25-PV Sand Rammer to any type of sand. 
Be 


This range is made possible by the fine air control of a poppet 


| A flexibility from fast, heavy blows to exceedingly rapid, light 


New “pulley valve” design gives smooth, consistent piston 





| type throttle valve. 


action, and provides accurate control of rammer’s speed and 
power. Wear of “pulley valve” parts does not affect the per- 
formance of the rammer. 

Oil reservoir has ample capacity. There’s plenty of front end 
packing: adjustment is simple. Keyed piston bushing for hexagon 
rods prevents piston from turning. Exhaust deflector is adjust- 
able. Cylinder is hardened throughout for long life. 

Chicago Pneumatic offers both floor and bench model sand 


rammers in varied sizes to meet every foundry requirement. 


Write for full information. 


W ith its hal} million square feet of 
floor space, Chicago Pneumatic’s 
y new Utica unit is the world’s most 
modern plant for the production 
of pneumatic and electric tools. 





Chicago Pneumatic Tool Company, Utica, N. Y. 


= CuicaGo Pneumatic 


TOOL COMPANY 


General Offices: 8 East 44th Street, New York 17, N.Y 





PNEUMATIC TOOLS « AIR COMPRESSORS « ELECTRIC TOOLS © DIESEL ENGINES 
ROCK DRILLS * HYDRAULIC TOOLS * VACUUM PUMPS «+ AVIATION ACCESSORIES 
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Since 1911, efficient DEMMLER Core Blowers have 
been making money for foundries large and small. 

Their reputation for dependable — trouble-free 
service, coupled with their ability to produce high 
quality cores faster at less cost has made them a 
favorite everywhere! 

The DEMMLER line is a complete line. There is a 


machine to meet every core blowing requirement. 





DEMMLER NO. 1 DEMMLER NO. SE 


































DEMMLER NO. 2P DEMMLER NO. 5P 


CORE ROLL-OVER CORE ROLL-OVER 
DRAW MACHINE DRAW MACHINE 


Core Blowers 


Each machine features both horizontal and vertical adjust- 
ments for quick, easy job changes. 

Why not join the thousands who depend upon DEMMLER 
Core Blowers to assure them greater profits through an 
efficiency that sets the standards for the industry? 

Descriptive literature on any of the machines illustrated 
will be sent on request. Write for yours TODAY! 

















DEMMLER NO. 2 












ht See 
j Lid 
| | : — 





Visit the DEMMLER 
Exhibit at the Foundry 
Show — Booth No. 1014. 
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| 
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DEMMLER NO. 4E 






























































... always uniform 
.--like INTERNATIONAL GRAPHITE ELECTRODES 


4{( 58> Dcernational oRapwrre AND ELECTRODE CORP. 


ST. MARYS, PA. 
@® 6262 
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GREEN SAND BETTER FLOWABILITY 
FACING | BETTER WORKING SAND 


BETTER MOLDS 
BETTER CASTINGS 


You can get all of these advantages simply 
by adding one-half of one per cent by 
weight of “Hercules NVX to your 

green sand facing. Prove it with a 
production-scale test. 100-Ib. test lots of 
NVX are now obtainable at the recently 


reduced 1000-Ib. price. 


HERCULES POWDER COMPANY 


920 King Street, Wilmington 99, Delaware 








HERCULES 





“HERCULES” IS REG. U. S. PAT. OFF. ey” NFSO«d 
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SEE 
THE CLEVELAND TRAMRAIL Exhibit 


at the Foundry Show 
May 8-12, 1950-Cleveland _ 










space NuMBERS 1204 & 1307 


UPPER LAKESIDE HALL . 


















A WORKING EXHIBIT 


Cranes, Carriers, Hoists, 
Switches, etc. as used for 
foundry operations will be 
featured in a working exhibit 





OVER 1,000 FOUNDRIES 
SERVED BY CLEVELAND TRAMRAIL 


Small and large foundries throughout the Visit the Cleveland Tramrail exhibit and 


United States and Canada are cutting costs, learn what this versatile equipment can 
speeding production, making the work do for you. Keep in mind the fact that 
easier and safer with Cleveland Tramrail most foundry installations pay for them- 
equipment such as you will see in opera- selves through savings they bring about 
tion at the Foundry Show. in one year. 


CLEVELAND TRAMRAIL DIVISION 


THE CLEVELAND CRANE & ENGINEERING CO. 
3827 East 286th Street Wickliffe, Ohio 


CUEVELAND 
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THE UMITED STATES Ai@ COMPRESSOR CO 








write For NEW catatoc 
Describing complete line of 
couplings, valves and fittings 


COUPLINGS 


VALVES - How GUNS Now Manufactured Exclusively by 


AMD FITTINGS 


on som st THE UNITED STATES AIR COMPRESSOR COMPANY 


ain COMPRESSOR CO. 


cere $300 HARVARD AVENUE ° ® ° : CLEVELAND 5, OHIO 
ORIGINAL BOWES COUPLINGS + VALVES + FITTINGS + AIR COMPRESSORS 
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SINGLE LINE 
GRAB BUCKETS 





2 
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a “Natural” in foundry service! 


In a matter of seconds you can attach the P&H Single Line 
Grab Bucket to your crane hook and it’s ready to go to work. 
It's as simple as that — and it provides easy, accurate one- 
man operation. It works fast, bites deep, picks up clean. 





Here’s the fast, easy way to handle all kinds of bulk ma- 
terials — sand, coke, crushed stone, cinders, etc. It's widely 
used to unload cars, dig pits, fill flasks, etc. A “natural” 
for foundry use if there ever was one. 

Available in capacities from 1/2 to 2!/2 yds. Write for all 
the facts about it. Ask for Bulletin C-27. 


GRAB BUCKETS 


4405 West National Avenue 
Milwaukee 14, Wis. 


HARNISCHFEGER 


ELECTING chaNES - ACHNATORS «ut WELDERS HOISTS - WELDING ELECTRODES - MOTORS 
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Better Cores... 
with 





DELCO 30 Series 
CORE 


is the most valuable commodity we have. Save time in 





producing cores, and you save all along the line. Fuel, floor space, 
customer good will—these are a few items of saving or gain that 
result from the use of the faster drying, lower temperature baking 
characteristics of Delco 30 Series Core Oil. 


Representative foundries report as follows— 


“The big difference is in saving time and fuel in the 
Features of Cities Service 30 Se- 


oven, by cutting down both time and temperature 
r “ P ries Core Oil that are building pref- 


—with no sacrifice of results in the finished core.”’ erence throughout the industry: 
— : ; BETTER PERFORMANCE in core 
“Results indicated 30 Series Delco Core Oil best suited boxes, whether blown or hand 


rammed, whether sand is washed 
and dried or crude. 
FASTER DRYING TIME without 
recourse to older types of drying 
e : : R : oils. 
” are using one-fifth less oil, and the ne time WIDE RANGE OF WORKING 
in the ovens has been reduced approximately two TEMPERATURE—ready for use 
without pre-conditioning, whether 
in Texas or Montreal. 
; : ; . BAKES OUT AT LOWER TEM- 
Results like these appeal to every profit-minded foundryman. You PERATURE, saves time, oven 
capacity and fuel. 


eee ie ae aah ve HAS A CLEAN, PLEASANT 
sentative aid you in applying the correct grade of Delco Core Oil ODOR. 


for your specific requirements. This service is prompt, reliable, MADE IN FIVE QUALITY 
valuable—and free. Cities Service Oil Company, Chicago, Cleve- RANGES accommodating all local 


ae ‘ fm foundry and core room conditions. 
land, Kansas City, St. Paul and Toronto; Arkansas Fuel Oil Com- ee ee ee ¥ ee 


pany, Shreveport. 


our general overall work.” 


“Best Core Oil I ever used!” 


hours.” 


can get similar results in your plant. Let our Cities Service repre- 





YELCO CORE OILS + ROSINAL LIQUID CORE BINDER «+ DELCO CORE AND MOLD WASH 


eee CITIES & SERVICE ——— 
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Gat more Weals...sin usu nu 


M ccm foundries are reporting outstand- 
ing results from TASIL linings in Detroit 
Electric Furnaces for melting grey iron, 
Ni-Hard and Ni-Resist, malleable iron and 
the complete range of copper-base, non- 
ferrous alloys. TASIL linings stand up for 
more heats with minimum patching, lower- 
ing the refractory cost per ton of metal 
melted. 

TASIL refractories possess many desir- 
able properties that increase furnace lining 
life. They have high hot load strength; high 
softening point (3335°); high volume stabil- 
ity throughout the temperature range; excel- 


Exclusive Agents in Canada: 
REFRACTORIES ENGINEERING AND SUPPLIES, LTD. 
Hamilton and Montreal 


for your Detroit 
Electric Furnaces 


lent resistance to spalling and slagging. 
TASIL refractories are endorsed by the 
Detroit Electric Furnace Division, Kuhlman 
Electric Company and are made to their 
specification. TASIL brick and special 
shapes, as well as Patches and Cements 
specifically “engineered” for maintaining 
Detroit Electric Furnace linings are stocked 
for prompt shipment. See the Taylor repre- 
sentative in your area or write for details 
on how you can get more heats, and lower 
your furnace refractory costs with TASIL. 


Refractorers to industry since 1864. 


Ot CHAS. TAYLOR SONS: 


MANUFACTURERS OF REFRACTORIES e CINCINNATI ¢ OHIO « U.S.A. 
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A MECHANIZED FOUNDRY BENEFITS EVERYONE 





The Robins Conveyors Division of 


HEWITT-ROBINS 


(Re ee Ff eA TSS 


ANNOUNCES 


three new ways 


to mechanize your foundry operations 


THE VIBRA-FEEDER’. ee 


The first practical, fully mechanical vibrating feeder. Compact; no 
auxiliary electrical equipment required. Simple; only two places to 
lubricate. Vibration-proof; no disturbance of surrounding structures or 
instruments. Hewitt-Robins engineering and dependability through- 
out. See it at the show! 


THE VIBRA-VEYOR’... 


A mechanical steel pan vibrating conveyor for handling hot materials 
and castings at high tonnage per hour. Completely mechanical, fool- 
proof, versatile . . . pans handle any hot material. Can be installed in 


any length needed. See it at the show! 


THE SSC UNIT... 


A revolutionary Shakeout, Screen and Conveyor in one complete unit! 
Shakes out flask, screens sand, breaks up lumps, feeds sand to any 
conditioning unit, and magnetically traps tramp metal; partially 
aerates the sand. Saves time, floor space and money by performing 
five basic foundry operations quickly, efficiently and economically. 
See it at the show! 


On display at the Foundry Show... Booths 707-709 North Exhibit Hall 


ns i ee eee HEWITT-ROBINS 


Robins Conveyors Division ‘“*~=:" 270 Passaic Ave., Passaic, N. J. 





BELT CONVEYORS (be/ting and machinery) ¢ BELT AND BUCKET ELEVATORS © CAR SHAKEOUTS ¢ DEWATERIZERS ¢ FEEDERS © FOAMR 
PRODUCTS -« FOUNDRY SHAKEOUTS e¢ INDUSTRIALHOSE e¢ MINE CONVEYORS ¢ MOLDED RUBBER GOODS « RUBBERLOKT ROTARY 
BRUSHES e SCREEN CLOTH e¢ SKIP HOISTS e¢ STACKERS e TRANSMISSION BELTING ¢ VIBRATING CONVEYORS, FEEDERS AND SCREEN 


INCORPORATED -—-------~-—~- 


THE FOUNDRY 


May 





Ty, 


a lees 








* Attond 


gs) 
ies 
a 
cs 


e 


Full of Helps and Hi 
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Here's a Job Study of a foundry that uses six Model HA 


Payloader tractor shovels to pick up, carry, pile, 





spread, windrow, dump and load sand . . . to handle sprues, 
These actual authorized slag, bond and broken cores. They've taken many 
job studies show and tell 


how it is done with material handling costs substantially and have speeded foundry 


PAY LOADERS production without sacrificing flexibility of operations. 


Job Study No. 10 pictures and describes how a combined 


laborious tasks off the backs and arms of men, have cut 






foundry and machine shop uses Hough Payloaders to 
unload sand from gondola cars, to handle sand and other 
materials in the foundry, to transport castings in 
the foundry and machine shop and to load finished 


products on trucks for shipment. 


Both of these Job Studies are full of cost-cutting 


ideas and are available without obligation. 
The Frank G. Hough Co., 703 Sunnyside 


Avenue, Libertyville, Illinois. 


You are invited fo visit our Exhibit 
at the Foundry Show—Booth No. 1008 
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To Increase your Production .. . > 
To Lower your Grinding Costs... 7 


Specify NORTON WHEELS— 


cially designed for a definite grinding job 
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= Fe Y O 
ete Wheels for Nonferrous 
Foundries — You get fast, clean 
cut and extra long life which add 
up to lower grinding costs when you 
select Norton wheels of strong, sharp 
37 CRYSTOLON abrasive and special 
B-5 or B-7 resinoid bond for use on 
your high speed grinders. You get 
these same cost-cutting features when 
you select CRYSTOLON wheels with 
vitrified bond for your slow speed 
‘ grinders too — and don’t forget that 
Norton wheels are available with 
special treatments which prevent load- 
p ing and glazing. 
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aking 1 products to make other products better ' 
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| NORTON Reinforced Hub Wheels 
: — New you can remove gates and 
risers from large castings quickly 


x | r safely 
o | = economically, by notching them 
‘a with the new Reinforced Hub Wheel 


and then knocking them off with a 


sledge. Many foundries are also u 


See these new ; the new wheels 
| 
| 
| 
| 
| 
| 
| 


sing 





for removing mold 
marks and for 


: ’ wheels in action ee, 
at the Foundry Show 


" smoothing up castings. 
ese strong, reinforced wheels may be 


used on your right-angle or straight- 


shaft portable grinders without 


g ; ‘ of wheel breakage. danger 


cee = 
Strong, safe 
esinoid whe 


| resinoid oF 


els 


tiona 


hy. These whee will remove 

from small § 
gates ickly and easily 
rubber kia’ 
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ee i Discs — Foundries everywhere are re- 
ducing surfacing costs on aluminum 


brass and gray iron castings with 





Crystolon discs with special B-5 resinoid 
bond. And they’re reducing costs on 
*) steel and annealed malleable iron 
ae castings with Norton discs of fast-cutting 
se 57 ALUNDUM abrasive and B-5 resinoid 
bond. You'll find these discs available 
in exactly the right sizes and with all 


types of mountings commonly used, in 






cluding inserted nut and plate mounted 





se 









ive 
ny CRYSTOLON OPFOR nterrous 


‘ iron @ ‘ 
. \led wo zes 
= “ er 200 standard - 
tn ON 
and in 





cast 










metals, 
and shapes 






ABRASIVES 


Cf NORTON COMPANY, WORCESTER 6, MASS. ¢ Warehouses in Five Cities * Distributors in all Principal Cities 
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UNITED STATES 
ELECTRICAL 
pete) 












PROVED QUALITY 


ADJUSTABLE SPEED 

SNAGGING GRINDER PROVED ECONOMY 

For heaviest type production grinding 
where more power is required than on 
anette PROVED PERFORMANCE 
four-s peed drive transm ission ena bling 


operator to maintain efficient peripheral 
speed for the full life of the wheel. The 
speed lever is interlocked with guards 


THE ENTIRE U. S. LINE is precision-de- 
signed and precision - engineered and 


which makes it impossible to increase 
speed unless wheels are worn down 
sufficiently to justify speed change. Elec- 


fi 
f 
i 
‘ 
tric interlock prevents operation of ma- a 
h 
t 
i 
& 


built to turn out satisfactory jobs on 


edie addesane teint production or maintenance... and to 


FOUR SPEED CHANGES give you 


FOR VITRIFIED OR HIGH SPEED 
WHEELS. WHEEL GUARDS 
ADJUSTABLE TO WHEEL WEAR 


more work...per man...per hour 
per job and no “per-haps” 


MODEL 69 


CONTACT 
YOUR JOBBER 


for 
drills 
grinders 
surfacers 
polishers 
sanders 
tappers 
hole saws 
buffers 


flexible shaft machines 
and other tools 











7he UNITED STATES ELECTRICAL TOOL G, 


CINCINNATI, OHIO 
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A BULL’S-EYE 
CMM: 
every time with 











UNIVERSAL 
FLASK PINS and 
BUSHINGS for cope 
and drag 


Cope and drag alignment troubles are a 
thing of the past once you install Universal 
precision made standardized Flask Pins and 
Bushings. When Universal closing pins are 
used, valuable production time is saved on 
each operation because Cope Bushings are 
quickly guided to the Drag Pins. Universal 
Flask Pins and Bushings are hardened and 
ground for maximum resistance to wear, add- 
ing greatly to their productive life. Design 
permits longitudinal expansion to compen- 
sate for metal heat, without affecting accurate 
<2 alignment. Universal Flask Pins and Bush- 
~. __ ings are made in standard sizes and shapes. 
=) \ Special types and sizes to order. Write for 
bY illustrated folder. 


"| ' 
; \ 


Pas 
UNIVERSAL ENGINEERING COMPANY 


FRANKENMUTH 4, MICHIGAN 
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FOUNDRY EQUIPMENT 





Founded 1928 








1919 | 1929 
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| 1931 





| 1932 


| 1933 
| 1934 


B 1935 


| 1936 


| i937 
| 1938 


1939 



































| 1940 ' 





1941 











1942 











1943 








1944 








1945 








1946 








1947 








1948 








1949 























“A Mechanized Foundry Benefits Everyone’ 




















MANUFACTURERS ASSOCIATION, INC. 





What F. E. M. A. does 


for the Foundry Industry 


® Fosters member co-operation 
¢ Improves trade relations 
@ Promotes industry recognition 


Stimulates foundry research 
Disseminates progress reports 
Co-operates with allied organizations 
Compiles trade information 
Stimulates better foundry equipment 


MEMBERSHIP ROSTER 


Ajax Flexible Coupling Co. Inc. 

Allis-Chalmers Manufacturing Company 

Alloy Metal Abrasive Company 

American Air Filter Co. Inc. 

American Wheelabrator & Equipment 
Corporation 

Arcade Manufacturing Co., Div. of 
Rockwell Manufacturing Co. 

Baker Perkins Incorporated 

The C. O. Bartlett & Snow Company 

Beardsley & Piper, Div. of Pettibone 
Mulliken Corp 

The Berkshire Manufacturing Company 

Buell Engineering Company, Inc 

Edwin S. Carman, Inc. 

Clearfield Machine Company 

Cleveland Metal Abrasive Company 

The Conover Engineering Company 

Davenport Machine & Foundry Company 

Detroit Electric Furnace Div., Kuhiman 
Electric Company 

The Federal Foundry Supply Company 

The Fellows Corporation 

The Foundry Equipment Company 

Herman Pneumatic Machine Company 

Hickman, Williams & Company 

Hines Flask Company 

Industrial Equipment Company 

Iron Lung Ventilator Company 


Address: 


Engineers Building 
Cleveland 14, Ohio 
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The Jeffrey Manufacturing Company 

Johnson-March Corporation 

Link-Belt Company 

The Macleod Company 

Mathews Conveyer Company 

Milwaukee Foundry Equipment Company 

Modern Equipment Company 

National Metal Abrasive Company 

Newaygo Engineering Company 

New Haven Vibrator Company 

Norwalk Valve Company 

The Osborn Manufacturing Company 

Pangborn Corporation 

Parsons Engineering Corporatior 

Penn Iron Works 

Pittsburgh Crushed Steel Company 

N. Ransohoff, Inc 

Robins Conveyors Div Hewitt-Robins 
Inc. 

Roots-Connersville Blower Corporatior 

Royer Foundry & Machine Company 

Ruemelin Manufacturing Company 

Claude B. Schneible Company 

Schramm, Incorporated 

Simplicity Engineering Company 

The W. W. Sly Manufacturing Company 

S.P.O., Incorporated 

Spencer Turbine Company 

Standard Conveyor Company 

Steelblast Abrasives Company 

Sturtevant Div., Westinghouse Electr: 
Corporation 

Tabor Manufacturing Company 

Thermix Corporation 

Vapor Blast Manufacturing Company 

Wadsworth Equipment Company 

W. B. Wallis, Pres. (Pittsburg! 
Lectromelt 

Whiting Corporation 


< A Mark of Product Reliability fosterec 
through progressive group activity anc 
leadership in serving the foundry industry 
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THE FOUNDRY 


Let Houghton measure 


your core oil problem... 


“Theres a foughtou tailor-made” 


May, 1950 


core at Lo fit your uceds 


Very likely a standard proven product in the 
HY-TEN 300 series of core oils will meet your needs 
for an economical product for sand-oil mixes. 


But your core problem may be different. There may 
be variables which require a diagnosis of the pro- 
cedure, a new formula, perhaps a special oil. 


If that’s the case, after thorough investigation we'll 
recommend and help you test an oil made specially 
to meet such conditions. 


That's why we call them “tailor-made,” to fit your 
needs. Over half a century of experience in core 
binders deserves your consideration. Why not use 
that experience? Why not try the Hy-Ten 300 series, 
and see for yourselves the benefits of better casting 
you can get? Write E. F. Houghton & Co., 303 W. 
Lehigh Ave., Philadelphia 33. 


H Y-TEN 


“Tatler-made core ola—at “ready-to-wear prices! 


OTHER HOUGHTON PRODUCTS for the foundry include grinding oils, core box cleaners, 
wetting agents, fortified lubricants, heat treating salts, packings, leather belting. 
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CWE, 


HIGH FREQUENCY 








APPARATUS 


THERMEX—T. M. Reg. U. S. Pat. Off. 





Introducing the sensational 
NEW “DRI-BOX” 


Blow-in Type Combination Core Box and 
Drier Precision- Made of Durable Plastic 


at the Foundry Show Booth 1317 





THE GIRDLER CORPORATION - Thermex Division © Louisville 1, Kentucky 
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OU'LL GET a good idea for 
really cutting costs when you 
visit us at the Foundry Show! 

You'll see the new, compact, con- 
veyorized THERMEX High Frequency 
Core Baking Apparatus on the job 
in our booth . . . baking cores in min- 
utes On a continuous basis. You'll see 
how it can increase coreroom yields 
from 60% to more than 90% . . . how 
it cuts the number of driers needed . . . 
how it simplifies flow of production 
ind operations all down the line. And 
you'll see how Thermex high frequency 
heating, by baking cores from within, 
produces better cores ... no burned or 
oroken surfaces... fewer casting rejects. 

If you can’t come to the Show, 
write for complete details on the 
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SOO BREMNER 





new THERMEX High Frequency Core 


Baking Apparatus! 
See how mex 


can cut your costs! 


® Simple to install. 


@ Uses synthetic resin binders. Cuts 
mulling time. 


® Cuts trucking and racking time. 


® Baking takes only 20 seconds to 
2or 3 minutes. 


®@ Uses power only during actual baking. 


® Requires fraction of usual number 
of driers. 

® Produces perfect cores . . . cuts cast- 
ing cleaning time. 

® Minimizes rejects of cores and 
castings. 

® Cuts core-baking maintenance costs. 








See the new “Dri-Box” too! 


Developed by Thermex engineers, the 
“Dri-Box” is a blow-in type combination 
core box base and core drier. Precision-built 
of tough, durable, lightweight plastic, it does 
not stick to cores . . . remains free of carbon 
deposits. Virtually eliminates core breakage. 
Doubles core-making output. See it at the 
Show or write for details. 








extra service for your equipment when 
“WEAR-RESISTED” 


with AIRCO hardfacing alloys 





Because of the hardness and other 
desirable characteristics of these 
alloys, they provide high resistance 
to all types of wear — abrasion 
impact... heat . corrosion, One 
application often adds 2 to 25 times 
longer service life to worn or neu 
parts... big dividends in savings 


of “down-time™” and replacements. 


There is an Airco allov available 
for oxyacetylene flame or electric 
are application to meet all types of 


wear conditions. 


1. Severe abrasion and medium 
impact 
Shattering impact and abrasion 
Severe impact and abrasion 


2 
3 
4. Sliding abrasion and impact 
5. Extreme earth abrasion 

6 


Corrosion and heat 


Constant research is developing 
new alloys to meet special wear 


problems as they occur. 


If you have parts or tools subject 
to any type of wear. it will pay you 
to investigate the savings you can 
make in maintenance and replace- 
ment costs by using Airco Hardfac- 


ing Alloys. 


For further information about 
firco’s complete line of “wear-re- 
sistant” alloys, write your nearest 
lirco office or Authorized Dealer 
for a free copy of the Hardfacing 
tlloys ¢ atalog. 





A shielded arc electrode sufficiently 
high in alloy content to produce a 
deposit bearing approximately 9% 
chrome and 0.9% carbon. This alloy 
content results in a weld metal deposit 


which is essentially martensitic. 


Operators will find that the excep- 
tionally fine are action of Airco No. 
388 increases both the speed and 


quality of their work. 


These are fabricated rods of tungsten 
carbide particles encased in a steel 
sheath. The various Tungtube num- 
bers indicate the screen size of the 
tungsten carbide particles contained 
within the tube. With its extreme hard- 
ness tungsten carbide ranks second 
only to the diamond in earth cutting 
efficiency. It is accepted as the stand- 
ard means of cutting non-metallic sub- 
stances: such as, coal. shale, and 
granite. It is recommended for core 
hits. fishtail bits, road plows, coal cut 
ter knives. plow shares and similar 
equipment subjected to extreme earth 


abrasion. 


For joining aluminum bronze or oth: 

metals and combinations of dissimilar 
metals —and for overlays on bearin: 
surfaces, machine parts. dies. ete. The 
deposits made with these electrode- 
are corrosion and acid-resistant and 
will also retard wear from abrasion 


and impact. 


arco) AIR REDUCTION 
—— 


Offices in Principal Cities 
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e Patterns and Permanent Molds Planned 
Manually Operated Permanent Mold — FOR LOWER CASTING CosTS 


Built by “Master” Craftsmen 


as m ed ' ‘Master’ craftsmen take great pride in their 
aie me ability to furnish the exact mold or pattern 

to solve specific casting problems. A pride 

backed by a leng record of achievement in 

lowering production costs to a minimum. 

Their highly specialized experience on all 

types of permanent molds, wood and metal 

patterns can be helpful to you. Why not 


send your blueprints or sample casting for 


; ' > 
: af A a quotation? No obligation. 


The “Master” Wood Shop 
DESIGNERS AND MANUFACTURERS OF ALL TYPES OF PERMANENT MOLDS—PNEUMATIC DRAW TABLES 
WOOD AND METAL PATTERNS—ACCURATE SCALE MODELS 


MASTER PATTERN COMPANY 


1315 MAIN AVENUE CLEVELAND OHIO 




















A-F-S VISITORS: 


You are cordially invited to inspect our 
aluminum foundry and modern plant 
facilities while attending the convention 


in Cleveland. Stop in at our booth. 




















WEST 140th ST. 
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HOME OF THE LARGEST 
EXCLUSIVE PRODUCERS 
OF FLASKS & JACKETS 





CLEVELAND 11, OHIO 
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ways to improve 
foundry efficiency 


SAVE PIGGING . . . SAVE FUEL . . . SAVE REJECTS 
WITH THE FOXBORO AIR-WEIGHT CONTROLLER 


You get good castings with your first pour, and every pour, 
when your cupola is equipped with a Foxboro Air-Weight 
Control! Through accurate control of blast by weight instead 
of volume, it supplies the precisely correct amount of oxygen 
for the coke charge. Automatically compensates for variations 
in temperature and atmospheric pressure. Regardless of the 
weather, the Foxboro Air-Weight Control makes every day a 
good pouring day. The benefits are better quality castings, 
better combustion, and more uniform heats. And you save the 
time and fuel wasted through needless pigging. Over 1200 
cupolas now equipped with Foxboro Air-Weight Control are 
proving its advantages. Send for bulletin describing complete 
details. The Foxboro Company, 32 Neponset Ave., Foxboro, 


Mass., U.S.A. 





The new Model-10 
Air- Weight Controller 


Designed to meet today’s 
requirements for higher operating 
pressures due to increased 
production rates, mechanical 
charging, and variable material 


sizes. 
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Stop cupola troubles before they start 
with the Foxboro Windbox Pressure Recorder 


Continuous pressure records provided by this instrument 
enable operator to keep close tabs on cupola conditions. 
Results of blast restrictions, such as clogged tuyeres, or 
bridging over of the charge, are visually indicated. Proven in 
hundreds of plants, the simple, sturdy Foxboro windbox 


pressure recorder is a valuable addition to any cupola. 















Eliminate double handling in weighing 
materials with the Foxboro Crane Weight 
Recorder Save time and work in weighing cupola charges 
and other foundry materials being loaded or unloaded. 

The Foxboro Dynalog* Crane Weight Recorder, in 
conjunction with the Foxboro-Baldwin Force Cell, measures 
and records the weight while the materials are on the crane. 
Assure instant, accurate weighing by the simple reading 

of an instrument conveniently located. (Typical installation 


of Force Cell is shown at right.) *Reg. U.S. Pat. Off. 

















Keep dew point constant in blast air with 
the Foxboro Blast Humidity Measurement 
and Control A Foxboro Deweel, in conjunction with 
a Dynalog Recorder, makes a continuous, accurate record 

of the blast air dew point. With the addition of a Foxboro 
Control System, either a constant high moisture content 

can be maintained very simply (by control of steam or water 
spray), or dehumidifying equipment can be controlled to 
maintain constant low dew point. Simple to install, 
dependable in operation, moderate in cost. Foxboro’s unique 
Deweel is illustrated at right, with the Dynalog Recorder. 


OTHER FOXBORO INSTRUMENTS FOR THE FOUNDRY 
. INCLUDE EQUIPMENT FOR THE BETTER CONTROL OF: 


Core oven temperatures — Sand dryer temperatures — Plant air system pressures 
Annealing and normalizing temperatures Plating and cleaning bath temperatures 
Non-ferrous pouring ladle temperatures 


See them at the Foundry Show! 
Booth 705 — North Exhibit Hall 








INSTRUMENTS BY 


Reg 
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More Pieces per Wheel Set-up with 


peo 


SHAPES AND TYPES FOR EVERY REQUIREMENT 


ALOXITE TPT 


BLOCKY SUPER -TOUGH 
HEAVY DUTY 


for maximum stock removal 


ALOXITE TP 
ANGULAR TOUGH 
SHARP 


for medium to heavy service 


ALOXITE TPC 


ANGULAR MEDIUM TOUGH 
SHARP 


for light to medium service 


ALOXITE TPL 
VERY ANGULAR 
EXTREMELY SHARP 
FRIABLE 


for stainless steel and 
non-ferrous metals 








The series of ALOXITE TP aluminum oxide grain For further information on how they help increase pro- 
by CARBORUNDUM is uniform, dependable, prop- duction and cut costs, write for new booklet “Abra- 
erly shaped, and surface-treated. They give efhicient sive Grain and Powders by CARBORUNDUM”. 
polishing performance on every job from cutlery and — Bonded Products and Abrasive Grain Division, The 
surgical instruments to heavy agricultural equipment. Carborundum Company, Niagara Falls, New York. 


ABRASIVE Grain and Finishing Compounds by 


CARBORUNDUM 


TRADE MARK 





BRANCH OFFICES IN: Atlanta * Buffalo * Chicago *® Cincinnati * Cleveland *« Detroit * Jersey City * Los Angeles * Philadelphia © Pittsburgh © St. Louis * San Francisco 


“Carborundum”™ and “ Aloxite’”’ are registered trademarks which indicate manufacture by The Carborundum Compan) 


70 THE FoUNDRY—May, 1950 


























Smoke and Fumes 
GONE WITH THE WIND 


»+»/N THIS MODERN 
SOUTHERN FOUNDRY 
INSTALLATION BY 
KIRK & BLUM 


HEN hot metal 

meets moulding 
sand, there’s bound to 
be smoke and fumes. 
But there’s no need for 
smoke and fumes to con- 
taminate the air in a 
modern well-ventilated 
foundry. At the pouring 
station in one of the 
south’s new gray iron 
and steel foundries, 
smoke and fumes are 
not a problem. 


All piping is installed in accordance 
with A. F. A. specifications. All sections 
are joined by gasketed companion angle 
rings, with conveniently located clean- 
out doors. 

This modern smoke and fume control 
system was fabricated and installed by 
Liberty Engineering and Mfg. Co., a 
division of Kirk & Blum. For any foun- 
dry dust, fume, smoke or ventilation 


need, consult KIRK & BLUM, an or- 


THE FOUNDRY—May, 1950 


FOR CLEAN AIR. 





ganization of engineers and craftsmen 
» » - experienced in design, fabrication 
and installation of complete systems. 
For detailed literature and information 
write The Kirk & Blum Mfg. Co., 2808 
Spring Grove Ave., Cincinnati 25, 
Ohio. 


KIRK-RLoMm 


DUST & FUME CONTROL SYSTEMS 
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Flask Equipped With %” Square Pins. 
Several Types Of Pins To Choose From 


30% 


Increase in production is reported by a large midwest producer 
of Lawn mower castings, after installing “Diamond Featherweight 


magnesium flasks”. 

50% more molds per floor with less fatigue to the molder was 
attained. 

Strong and light in weight, The Diamond Featherweight is the 
fastest and easiest operated flask on the market. 


Fast operating sand strip releases flask with ease from the mold. 





No clogging with sand, and no sand hanging in the corners. 
The ideal production flask for all foundries. 


We also manufacture a complete line of Wood Flasks, both snap 
and slip. Steel and Aluminum Jackets, steel and aluminum core 
plates, steel and aluminum bottom boards. 


 DIAMON 


Telephone 2-2553 CLAMP AND FLASK COMPANY ia Saline 
Designers of CORE PLATES, JACKETS, BANDS, FLASKS since 1889 
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NEW LEADER... 





wet 


Now ...look to Leeco... the 
new leader in core and mold washes for 
steel, iron and non-ferrous foundries! 


pre-tested, proven products! 


Leeco products...tried, tested and proven 
before release...set new standards for efficiency 
-»-0ut-perform any other 


core wash now on the market! 


over 100 years ex; 





Leeco offers proven products by foundrymen for 
foundries! The principals of Leeco Products 
are all veterans with a total of 117 years of 


experience in foundry practices. 
finest of facilities! 
ae __ Leeco’s spacious new plant permits 
utmost production efficiency. Skill and experience 


combined with the most modern of facilities 


result in products of unquestioned superiority! 


ES AY a 
: — we U see you al the 
LEECO PRODUCTS convention ! booth 806 


ferndale 20, michigan 


STEEL...LEECOTE HR 200...LEECOTE TORCH DRY @ GRAY IROM...LEECOTE WHITE.. LEECOTE 
BLACK...LEECOTE WR 222...LEECOTE WJ 270...LEECOTE NO TORCH @ WON-FERROUS.. LEECOTE NON-FERO 
CORES AND MOLDS @ LEECO LIQUID PARTING @ LEECO DRY CORE BINDERS 
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The Newest in 
centrifugal casting 
machines now producing 
100 to 120 lengths 
of concentric 5-foot 
soil pipe per hour. 
Completely automatic. 


Yield 100%. 




















Herman’s Rol-0-Cast 
Produces Soil Pipe 
at High Rate 


ROL-O-CAST combines the dual 
functions of mold making and 
centrifugal casting. It is designed 
to produce 2, 3, and 4 inch ID 
soil pipe. 

Rol-O-Cast is completely auto- 
matic. Four flasks are controlled 
for simultaneous horizontal spin- 
ning by four variable speed elec- 
tric motors. Flasks are swung 
90° to a vertical position for in- 
troduction of sand and subse- 
quent ejection of the castings. 
Flasks are spun horizontally at 
the rate of about 1000 rpm. This 
spinning action partially forms 
the molds by evenly distributing 
the sand; mandrels then exactly 
size the molds. 


Centrifugal casting of the metal 
covers a period of about 20 sec- 
onds before solidification, after 
which the flasks are returned to 
a vertical position. 


Air controlled rams are located 
above the machine to eject pipe 
and sand from the four flasks 
simultaneously into a pit. A 
power conveyor carries away 
the pipe and sand from the pit. 


In addition to casting soil pipe, 
ROL-O-CAST can be modified to 
produce liners, bushings, cast 
tubing and other items of similar 
shape. 


ROL-O-CAST is another result 
of Herman Pneumatic’s continu- 
ing development of quality mold- 
ing machines. A new and revolu- 
tionary Indexing Machine, the 
Herman Stationmaster, was in- 
troduced to the trade about a 
year ago. 


Herman is world-famous for its 
line of Molding Machines with 
patented roll-over action. Avail- 
able in roll-over capacities of 
525 to 40,000 lbs., they are sim- 
ple to operate, fast and efficient. 


All Herman Molding Machines 
have made their way by the 
way they're made. 
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building ventilation balance 


Schneible Engineers now offer dust and fume control with Building Ventilation 





Balance. 

This means balancing ALL foundry air... air supplied to and exhausted from 
dust collectors, pouring hoods, mold conveyors, mold cooling hoods, etc., in addition 
to other processed air, plant heating supply and consideration of normal building 


leakage. bvb is accomplished by means of a metered balancing air supply from 
both outside and inside the building. 


New foundry efficiencies and operating economies are achieved through 
Schneible'’s System of Building Ventilation Balance. 


SEND COUPON NOW FOR COMPLETE DETAILS 





CLAUDE B. SCHNEIBLE COMPANY 
P. O. BOX 502, ROOSEVELT ANNEX 
DETROIT 32, MICHIGAN 


Please send me your new bulletin on bvb without obligation. 


Name Title 
Company 

Address 

City Zone State 





TH! 
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STAYNEW PIPE LINE FILTERS 











% 





OIL 


ELIMIN: Lats 


_ PIPE SCALE 





“om Compressed Air Lines 


Tests prove that Staynew Filters often save their entire cost in just a 
few weeks. By preventing the passage of foreign matter, including 
moisture (water and oil), they prevent excess wear, costly freeze-ups, 


damage to materials and interference with processes. 


EXCLUSIVE DOUBLE-ACTION PRINCIPLE PROVIDES: 
MECHANICAL SEPARATION— Deflector Cup drives for- 
eign matter to bottom of container where heavier particles are 
deposited. 

FILTRATION—air or gas rises thru the original Radial Fin 


Insert which removes the lighter material. 











PROTECTOMOTOR 


IN ER IMPORTANT APPLICATIONS: Protection of Air-operated 


Tools and Controls e Paint Spraying e Sand Blasting e Air 





Displacement or Agitation of Liquids 


COMPLETE DETAILS ON REQUEST 


DOLLINGER CORPORATION 


36 CENTRE PK., ROCHESTER 3, N. Y. 


Representatives in Principal Cities 
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A Digest of the Production, Properties, and Uses of Steels and Other Metals 


Delta Shoot 





Published by Electro Metallurgical Division, Union Carbide and Carbon Corporation, 30 East 42nd Street, 
New York 17, N. Y. * In Canada: Electro Metallurgical Company of Canada, Limited, Welland, Ontario 





Extra-Low-Carbon STAINLESS STEEL 


New Type Chromium-Nickel Steels 
Have Added Corrosion Resistance 


New and improved austenitic stainless 
steels of the 18-8 type have been dev eloped 
which have superior corrosion resistance 
after be ing exposed to heat. These steels, 
known as extra-low-carbon stainless steels, 
were designed especially for use in welded 
ind tres relieved equipment that is ex 
posed to more severe corrosive conditions 
than are normally encountered by other 
tvpes of straight 18-8 stainless steel. 

Under severe corrosive conditions, inter 
granular attack may occur in the higher 
carbon unstabilized grades of austenitic 
stainless steels that have been subjected to 
the temperature range of 800 to 1600 deg. 
F. during welding or hot forming opera 
tions. It is generally agreed that this type 
of corrosion is caused by complex carbides 
that are formed at the grain boundaries 
of the stainless steel during heating 

The effect of heat is rarely harmful in 
the ordinary fabrication of stainless stecl 
for most applications, such as in architec 
ture, the food and dairy industries, in hos 
pitals, and in the home. However, in the 
chemical and other allied industries, where 
stainless steel is used in the handling of 
verv corrosive chemicals, these new extra 
low-carbon stainless steels should most 


certainly find wide use. 
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Fig. 1 Left: Carbide precipitation at the 
srain boundaries of an 1S-S stainless steel 
ent carbon, afte 
heing held at 1200 deg. F. for 1 hour 
Right: Absence of carbide precipitation in 
18-8 stainless steel of 0.03 maximum 
arl being held at 120( 
leg. F. for the same length of time. 


In general, there are three ways in 
which the precipitation of carbides can be 


controlled in stainless steel: 


1. Heat-treating so that the carbides pres 


ent are dissol ed. 


2. Alloying with an element, such as col 
umbium or titanium, that will tie up the 
carbon in the form of a harmless carbide. 


3. Decreasing the carbon content of the 


steel. 





Fig. 2. The new extra-low-carbon 
stainless steels are especially suited for 


large types of process equipment, suc h 
as this fractionating tower. They re 


quire no heat-treatment after welding. 


Heat-Treatment After Welding 


Before the development of extra-low 
carbon stainless steel, or of the “stabilized 
grades”, one means for preventing inter 
granular corrosion was to heat-treat stain 
less steel that had been subjected to the 
dangerous temperature range, so that the 
precipitated chromium-carbides would go 
back into solid solution. It was found that 
when a welded part was heated to temper 
atures of 1950 to 2000 deg. F., and then 
cooled rapidly, most of the carbides were 
retained in solid solution. This extra heat 
treatment is sometimes impractical, how 


ever, because of the design or massive siz 


of some types of welded equipment 


Use of Columbium and Titanium 
to ‘‘Fix’’ Carbon 


\s the result of a search for a method of 
producing stainless steels that would be im 
mune to intergranular corrosion without 
heat-treatment, the columbium- and titan 
ium-bearing stainless steels were developed 
These elements form carbides more readily 
than chromium. It was found that colum 
bium, when present in a 10 to | ratio to 
carbon, completely “fixes” the carbon and 
renders it harmless in stainless steel. A 
similar effect can be accomplished by alloy 
ing with about five times as much titanium 
is carbon. Steels thus alloyed with colum 
bium or titanium are known as “stabilized 


” 
grades. 
5 


Decreasing Carbon Content 


The most recent development in pre 
venting intergranular corrosion has been 
che extra-low-carbon stainless steels. To be 


substantially harmless in stainless steel for 


is-welded or welded and relieved 


chemical equipment opel iting at tempera 


tures under 700 deg. F., carbon must not be 


present in quantities over 0.| per cent 
on 2 — 
In 1937, ferrochrome with 0.03 per cent 


maximum carbon was first produced for the 


steel industry by ELectrromer. This prod 
uct has made it possible to produce very 


low carbon stainless steels teel that ire 


intergranular corro 


bjected to a stress 


completely immune t 
sion when welded or su 


relieving heat-treatment 


Metallurgical Service Available 


} 


If you use welded Stall teel equip 
july 


ment, it will pay you to investigate the 
idvantages of using extra-low-carbon steels 
If you produce stainless steel, our metal 
lurgists will be glad to give you technical 
assistance in the use of ferrochrome of 


0.03 per cent maximum arbon I 


further information, write to the nearest 
ELECTROMET office. 


For a more detailed account of the prop 

| 
erties of extra low carb n tal less Ste el 
write for a free copy of the technical paper 


‘Resistance to Sensitization of Austenitic 
Chromium-Nickel Steels of 0.03°% Max 
Carbon Content” 


The term “Electromet” is a registered trade 
nazk ot Union Carbide and Carbon Corporation 
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WROUGHT IRON FORGED 
HEAD CHAPLETS—With 
thread stem — plain, coppered 
or tinned. 





DOUBLE HEAD CHAPLETS—With 
thread stem—square or round 
plates fitted—plain, coppered or 
tinned. 





STANDARD RADIUS OR CORNER 
CHILLS—Obtainable in straight 
lengths for use on straight edged 
cores and filleted corners or molds. 
They accelerate cooling, insure 
sound castings free from internal 
shrink and surface checks and pre- 
vent molten metal from cutting into 
sand. 
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FITTED HEAD STEM 
CHAPLETS—With thread stem 
—curved or fiat, square or 
round heads—plain, 


coppered or tinned. 


MADE IN ALL LENGTHS, STEM 
DIAMETERS AND SIZE HEADS 


PERFORATED TIN CHAPLETS—Made 
in a variety of thicknesses, 
widths and lengths. 


MOTOR CHAPLETS— 
Double round—double 
square—two fitted heads. 





HINGE TUBES —For 
coring clean holes (ac- 
curate for size and lo- 
cation) through ribs 
and lugs. 








RADIATOR CHAPLETS— 
Piain or nicked—with or 
without shoulder. 











and CHILLS 





IT’S THE LITTLE THINGS — THAT 
BOOST PRODUCTION <«< PROFITS 


Little things, like Chicago Chaplets, which readily fuse and make 
a perfect union with castings...or Chicago Chills which effective- 
ly prevent shrinkage, spongy surfaces and sand washing...be- 
cause they are made right—are always uniform and dependable 
in size and quality—and therefore economical in the long run. 


Firms throughout the country use them—and have for over 30 
years. They know that adequate stocks and facilities are always 
maintained to assure prompt deliveries ... That we will cooperate 
in every possible way to solve their problems and that we render 
the kind of service that keeps their production “on-the-move”. 


If you want our catalog covering a most complete line of 
chaplets, chills and other allied products, or would like to 
have us communicate with you, use the convenient coupon 


below. 


CHICAGO CHAPLET COMPANY 
2047-2059 North Wood Street 
Chicago 14, Illinois 


MAIL THIS COUPON TODAY 





2047-2059 North Wood Street 
Chicago 14, Illinois 


Send me your latest catalog on chaplets, chills and allied 
products. 


[_] Communicate with us regarding 


! 
! 
' 
CHICAGO CHAPLET COMPANY 
1 
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For Unitorm, Low Cost, Etficrent Blast Cleaning 
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When you buy shot and grit, you buy a promise of 
uniform, low cost, eflicient blast cleaning or peening. 
Your confidence in the material ordered should be 
based on actual use, rather than recommendation or 
reputation. Its true value te you can only be determined 
by a thorough test in your equipment, on your job. 


To all outward appearances, most shot and grit may 
appear to be the same—but, that’s where the simi- 
larity ends. Where Hi-Grade Shot and Grit are con- 
cerned, you'll find there IS a difference ...a value 
far beyond purchase price that pays out in extra per- 
formance on your job. Hi-Grade Shot and Grit is 
quality-controlled from molten metal to finished 
product. Order a trial quantity today. Let results con- 
vince you Hi-Grade is best by test. That's the only 
practical and profitable way to buy abrasives. 

PACKED IN 100 LB. BAGS 
READY FOR IMMEDIATE SHIPMENT 


HI-GRADE SHOT 
UNIFORM SIZE 
AND HARDNESS 


W ithstands repeated strain, 
stress and wear. Famous for 
its lack of hollows, tails, 
irregular shapes. Exclusive 
alloying and tempering 
process helps prevent rust; 
minimizes impact fractures. 


MORE THAN MEETS S.A.E. SPECIFICATIONS 
SCREENED AND GRADED FOR 100% USAGE 


HI-GRADE GRIT 
SHARP, TOUGH 
AND DURABLE 


Made of same material and 
processed by same methods 
as Hi-Grade Shot. Free 
from dust fines and seale 
(leans with maximum effi- 
ciency. Easy on equipment 
reduces wear and mainte- 
nance costs. 


Clayton-Sherman Gas 


MANUFACTURERS OF QUALITY-CONTROLLED SHOT AND GRIT 


Representatives in Principal Cities 


3896 LONYO ROAD x DETROIT 10, MICHIGAN 
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SEE THE NEW “‘CRONING PROCESS”’ 


AT THE 1950 NATIONAL FOUNDRY SHOW 


For the First Time In The United States, This New Method For 
Making Sand Molds and Cores Is Displayed Publicly 
At Bakelite’s Exhibit, Booths 1216— 1319. 


Osserve FIRSTHAND the features of the 
new “Croning Process” for producing sand 
molds and cores, using special BAKELITE 
Phenolic Resins developed for the pur- 
pose. See actual demonstrations of mak- 
ing molds and cores by this process. 

The demonstrations have been ar- 
ranged through the courtesy of the Crown 
Casting Associates of Boston, Mass., who 
own U.S. patent applications directed to 
various aspects of the process, and grant 


licenses to users. You can learn much from 


various steps, including mold making, 
metal pouring, and production of finished 
castings. 

Engineers will be present to answer 
your inquiries, and to provide information 
on the process for making sand molds and 
cores. 

If you cannot attend this Show, it will 
be worth your while to write to Bakelite 
Division, Dept. AI-29 for your copy of a 
bulletin providing information on the 


BAKELITE Phenolic Resins suited to this 








this “action” exhibit which presents the new process. 


Bakelite 


TRADE-MARK 











BAKELITE DIVISION, Union Carbide and Carbon Corporation, 30 East 42nd Street, New York 17, N. Y. 
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HEAVY 
DUTY 


MOLDING 
MACHINES 


JOLT-SQUEEZE 
FOR JOBBING AND 
PRODUCTION WORK 


This Type 16-M Heavy Duty Jolt- 
Squeezer was designed especially 


for rugged foundry service. A 


compact, sturdy machine of simple 
construction insures successful 
operation; gives a hard solid jolt. 


This machine is provided with an 
interlocking means which insures 
the head being in squeezing 
position before the squeeze valve 
can be operated. The squeeze 
head is operated to and from the 


squeezing position with ease. 


The base and squeeze cylinder is a 
heavy, one-piece semi-steel 
casting. All pins and bushings are 
case hardened and ground to size. 
This machine requires a minimum 
of floor space. 


Descriptive leaflets, giving speci- 
fications and dimensions of this, 
and many other Jolt-Squeeze 
and Pattern Draw machines, sent 
upon request. 





TYPE 16-M 
HEAVY DUTY 
JOLT-SQUEEZER 
Wu HNicnou.s Co 
RICHMOND HILL.LI NY 


"BUILT BY Wm. H. NICHOLLS Co., Inc. 


RICHMOND HILL 18, LONG ISLAND, NEW YORK 
ESTABLISHED 1910 


FOREIGN MANUFACTURERS AND SELLING AGENTS FOR CONTINENTAL EUROPE AND GREAT BRITAIN 
GEORGE FISCHER, LTD., SCHAFFHAUSEN, SWITZERLAND 


NICHOLLS 
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These four bi \. Furnaces are merely a part 
of the tremendous complete line of furnaces that Stroman 
makes for use in Foundries, Die Casting, Permanent Mold 
and Sand Casting Plants. Remember . . . Stroman builds 
any type or size furnace for any or all size melting prob- 
lems. Each type furnace does its job exceptionally well, 


assuring lowest fuel costs, easiest operation, fastest melting 





ECONOMELT FURNACES 


The finest direct fired reverberatory melting furnace ever offered 
Melting speed for Brass, Bronze, Grey Iron or Aluminum is un 
matched. Continuous charging. Cold metal does not reach the 
molten bath causing it to chill. All metal is preheated and melts 
in suspension. This furnace shows upward of 40% savings in fuel 
costs. Oil, 


Iron) up to 6000 Ibs. Write for Bulletin 635 giving full information 


gas or combination oil-gas fire. Capacities (Brass or 





STROMAN RM STATIONARY CRU- 
CIBLE MELTING AND HOLDING 
FURNACES FOR ALUMINUM 


Built especially for use in permanent mold and die casting 
plants where molten metal is dipped from furnace with a hand 
ladle. Melting is done in crucible (no iron pick-up). Thoroughly 
insulated to protect the operator from heat. Oil, gas or combina- 
tion oil-gas fire. Capacities, 200 to 800 Ibs. Available with full 
automatic controls. 


Write for Complete Vnformation at Once 





Ym WAYS TO Ureitter Profit 


FASTER MELTING 
Fees Stes SHOP CONDITIONS « 


J 


and longest life. They are the furnaces you should con- 
sider above all others, for they are the acknowledged 
leaders in the field. Send your melting room problems 
to Stroman today . . . their engineers, who are qualified 
experts in melting room procedure and layout, will be 
only too glad to consult with you and offer suggestions 


for improvements and savings. 


STROMAN IRON POT 
MELTING FURNACES FOR 
ZINC OR ALUMINUM 


These furnaces are highly recommended 
as breakdown furnaces for zine and 
aluminum dis casting and permanent 
mold plants. They also excel as hold 
ing furnaces They can be supplied 
either with without hoods to ex 
haust fumes wna heat Their construc 
tion assures longest pot life and lowest 
fuel costs. Choice of automatic or man 
val controls and oil or gas fire. Capac 





ities from 212 to 14,000 Ibs. zinc 


‘4; 
AEUUGARRARSEARUREENRR 
ee g eR TRRENERRERRREET 


Vertical view showing combus- 
tion chamber, metal bath, chara- 
ing hopper and clean out door. 


STROMAN MODEL MC ALUMINUM 
REVERBERATORY DIP-OUT FURNACE 


It's New! Continuous charging and pouring make it without equal in 
low fuel and maintenance costs plus quality castings. Two Stromans in 
one the combination of breakdown and holding furnaces makes 
this the most economical furnace ever designed for aluminum melting 
it can be used for melting, holding, alloying fluxing for either casting 
or producing ingots. Cold metal does not reach the molten bath. Hot 


Horizontal view showing 2 
dip-out boxes 


metal is always available for dipping. No iron pots or crucibles to buy. 
gas or combination 


Bath capacities range from 500 to 10,000 Ibs. Oil, 
oil-gas fire 


DIVISION OF 








) CTROMAN FURNACE & ENGINEERING CO. 


THE PETERSEN OVEN CO. FRANKLIN PARK, ILL. 


9900 FRANKLIN AVE. 
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Engineered to fit the job — 
and budget 





LOW TEMPERATURE DRYING (<>. She «Se 
OR ODS ee ee 
HIGH TEMPERATURE BURNING : 
uti cA 


Nichols Sand Reclamation Systems will 
meet the requirements of most foundries— 
Wet scrubbing with either low 
temperature drying or high 

temperature burning. 
Which system to use is largely de- 
termined by type of castings and core 
practices. Each system possesses definite 





The photos shown advantages under specific conditions. 
are unretouched. Sy Investigate—today—sand reclamation 
foy a with the Nichols Systems. A subject with 
ep, great possibilities—substantial savings. 
Re, Sy 
o% 


“te ~~ 
Ving - 





Nichols offers to interested foundries the 
services of a pilot plant for small scale 
processing and a well staffed engineering 
department for preliminary analysis or 
complete plans. 

Write for Bulletin No. 222 

Your inquiries are invited. 


COME IN AND SEE US AT 
BOOTH No. 124 FOUNDRY SHOW 


ENGINEERING & RESEARCH CORPORATION 


70 PINE ST., NEW YORK 5, N.Y. 
40S. Los Robles Ave. Pasadena, Calif. «© 1477 Sherbrooke St. West, Montreal 25, Canada 
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ACCURATE GRINDING WHEEL COSTS...IN ADVANCE! 





86 years’ experience in bonds and abrasives enables “U. S.” Engineers 
to eliminate all guesswork in filling your specifications 





ee ae es NO MATTER WHAT THE JOB, there's a U.S. 

=a Ro itlite Wheel to handle it. From billets to bits, 

me y slabs to saucepans, Castings to ball races... "USS." 

g J engineers can design and build with hairsplitting acenraecy. 
Ihe ve vou costs in advance, too, because 





BY MEANS OF TESTS right in your own plant, backed by 86 vears IF YOUR OPERATING CONDITIONS change, “U.S.” technicians can 
of experience, they remove all guesswork. “U.S.” facilities ery often come up with the right answer in a hurry, even 
permit complete and positive testing to make sure vou get the when it me filling specifications never before demanded in 
right wheel, whether the function is unusual or routine i grinding whee 


; einsle i ; A PRODUCT OF 
Bring vour grinding wheel problems to U.S. engi 


neers. Let them study it, let them make tests. They 
will make sure you receive properly engineered 


wheels in which you can have complete confidence. 





UNITED STATES RUBBER COMPANY 


GRINDING WHEEL DEPARTMENT ° ROCKEFELLER CENTER, NEW YORK 20, N. Y. 
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Whiting Equipment handles the charge from Whiting Mechanical 
yard to cupola. Here a magnet crane is making simple skip hoists for a single cupola, to 


Chargers range from 


up the metal charge. swivel, crane, and monorail chargers. 


MELTING and HOLDING 





>. “J 

=i For hot metal at low cost, Whiting Duplexing The Whiting Heated Metal Mixer provides 
* eS is available in many combinations— above is uniform hot metal—a real boon where light, 

mie cupola to air furnace. thin-section castings are poured. 

ey ee 

the 


: x WHITING Corporation 
ATA 


15607 Lathrop Ave. + Harvey, Illinois 
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BY PRACTICAL FOUNDRYMEN 


ROTARY FURNACES 





DISTRIBUTION and POURING 





Here cupola metal flows into a Whiting Whiting Ladles, Ladle Handlers, and Pour 
Mixing Ladle from which it is poured into ing Systems are designed for pouring ease, 
the distributing ladle. Whiting makes ladles safety, and long life—engineered from years 
for every foundry use. of practical foundry experience. 





DUST SUPPRESSION 








The Whiting Cupola Dust Suppressors con- Hydro-Clone Dust Suppressors control foun 
trol fly ash and sparks with water—reducing dry dusts at their source—at shakeouts, sand- 
all solids to harmless sludge. handling systems, etc. 


Send the coupon for free literature on any items of Whiting 
Foundry Equipment .. . or contact the nearest Whiting office 
if you want to talk with a sales engineer. 


Offices in Chicago, Cincinnati, Detroit, Houston, Los Angeles, New York, 
Philadel phia, Pittsburgh, and St. Louis. Agents in other principal cities 
Canadian Subsidiary: Whiting (€ “oy (Canada) Ltd., Toronto, Ontario. 
Export Department: 30 Church St., New York 7, N.Y. 

WHITING CORPORATION 

15607 Lathrop Ave., Harvey, Illinois 





Please send descriptive literature on the items checked. 


Cupolas Duplexin [] ladles 
CUPOLA and CHARGER PULVERIZERS LADLES Elec. Coke Igniters [] Cradle comedian [} Pouring Systems 
Chargers [| Heated Metal Mixer [|] Cranes & Hoists 
Skip Hoists Annealing Ovens [] Transfer Cars 
[-] Tumblers 
Air Furnaces [} Pulverizers [] Dust Suppressors 
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: [} Electric Furnaces Converters 
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Make Parting Easier 
Cut Rejects 
Reduce Foundry Smoke 





[ ba “dag” dispersions in your foundry because they: 
IMPROVE PARTING by preventing adhesion of cast objects to mold cavities and cores. 


CuT REJECTS and finishing costs because castings are reproduced in the finest detail. 
Films formed by ““dag’”’ dispersions are smooth... resistant to heat .. . extremely 


durable, and will not measurably affect mold tolerances. 


REDUCE SMOKE and give men in the shop a break, because aqueous “dag” disper- 


sions do not give off clouds of smoke and choking fumes. 


Spray or brush it on chills, dies, patterns, ladle interiors and permanent molds. 
Eliminate binding and stripping, too, by using ““deag” colloidal graphite to lubri- 


cate push pins, shoulder screws, flask pins, or any screw threads. 





ACHESON COLLOIDS CORPORATION 


Port Huron, Michigan 














Send me the NEW Send an Acheson 


Foundry Bulletin #425 engineer 


NAML 
al ut it. We may b COMPANY 


STREET 


CITY 





cheson [Jolloids (Porporation, Port Huron, Michigan 


DISPERSIONS ... also Acheson Colloids Limited, London, England 
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Ve me principle is no different today than it 
was a hundred years ago. In ferro-alloys you must 
have the right amount of the right thing at the 
right time. The purity and uniformity of our 


products enable you to get the best possible results, 
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SILICON « MANGANESE e CHROME 


SILICO-MANGANESE 
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how one $5,000 crusher 








installation saved $80,000 | 


Anyway you count it, $80,000 is a lot of money . . . especially 
for a $5,000 installation to save over a period of three years. 
But, that’s exactly the story behind one of the first Simplicity 
Ring Crushers that was installed in a large automotive foundry. 
During the first three years, the foundry management actually 
saved $80,000 in new sand purchases due to the effective job done 
by the Simplicity Crusher on useable sand recovery. 





In another instance, also in an automotive foundry, two small 
Simplicity Crushers, a 2’ x 6’ and a 3’ x 8’, are making antici- 
pated savings of $40,000 in good sand recovery, retrieved metal, 
and eliminating of a disposal problem. 


We believe we can save you money too, with Simplicity equip- 
ment, and would appreciate the opportunity to sit down and 
talk over your plans and problems. There’s a Simplicity sales 
engineer near you. 


SEE OUR EXHIBIT! 
AT THE 
FOUNDRY SHOW 
SPACE 1416 





SEE the new SIMPLICITY 
Os-A-Veyor Type Bin Feeder 
and two other Os-A-Veyor 
Feeders and Conveyors all 
in actual operation handling 
damp foundry sand! 


ok imp lici ty | 








Shear Mountings and 
equipped with oil-lubricator. TBAGE AGE SEGISTERED 





ENGINEERING CO. © DURAND, MICHIGAN 
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Improving 
Machinability 


of 
GRAY 
IRON 
CASTINGS 











- . 
Photo Credit: Photos showing machining of castings, 
which have been treated with FERROCARBO Briquettes, 
are by the courtesy of the Rockwell Manufacturing Com- 
pany, Pittsburgh, Pa. Castings were produced at Monnessen 
Foundry, a division of Rockwell 
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3 IMPORTANT 


i ® . aa. 
TL % ~ ' to castings poured from iron which has 
a ns - § been deoxidized with FERROCARBO 


silicon carbide Briquettes are: 


1. Reduced machining time 
2. Lower tool costs 
3. Fewer rejected castings 


The net result is realized in lower machining 
costs and increased profits. Complete detailed 
information on FERROCARBO Briquettes 1s 
easily obtainable from our metallurgical staff. 


FERROCARBO Briquettes 


by’ CARBORUNDUM 


TRADE MARK 





THE CARBORUNDUM COMPANY, Bonded Products and Abrasive Arve Division, Niagara Falls, New York 


FERROC ARBO Distributors: KERCHNER, MARSHALL & Co., PiTTsBURGH, Cleveland, Birmingham, P phia a Buffalo; MILLER AND COMPANY, CHICAGO, 
St. Louis and Cincinnati; WILLIAMS AND WILSOD ¥TORON o, M real and Ww isor 


‘Carborundum” and “Ferrocarbo" are registered trademarks which indicate manufacture by The Carborundum Company 
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the 
cleartield 


MIXER 





‘perfect 
in 
every 
respect”’ 


A Clearfield Mixer installation which has provided outstanding performance. 


THAT'S what one of the many enthusiastic Clearfield 
Mixer owners told us... perfect in every respect.’ We're 
very happy that the performance of our equipment brings 
forth such remarks. 


Clearfield Mixers, with their unique revolving pan principle 





There's a Clearfield Mixer for and their fully automatic controls, take all the guesswork 
ony eee out of sand preparation. And they're available in a large = 
range of sizes for use independently or as an integral part 
of a sand conditioning system. You can't go wrong with a = 
Clearfield. 
Write today for Catalog No. 79 for complete details. 
CLEARFIEL Y 
We'll expect you at Booth No. 1519 MASPENE COMPANY Je 
{T1 
FOUNDRY SHOW—CLEVELAND, MAY 8-12 
z 
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t ; > The Spotlight is Focused on the Dependable Line of 


| Sterling FOUNDRY FLASKS 








| Style ''GSX 


Style “BLST" 


with Single Pin Lugs and with Trunnions and 
Two-Man Lift Handles Two-Man Lift Handles 





_ —- 
with Pin Lugs and 
Handles Combined 





Style ‘AD 
with Double Pin Lug 





Style ‘AD 
Flask Sections ieee % 
Stacked One Above Anothe tae ONSRT oe 
Style oe for Multiple Molding Heavy Duty Flask 
with Pin Lugs (Patent No. 1974292) 
Welded on Sides 







Style 
YaND-RTX Cope 
YaNS-RT Drag’ 
with Heavy Duty Clamps 
(Patent No. 1974292) 





Style "LS" 


with Angle Reinforcement 


4 Two-Man Lift Handles 


North American foundries . . . more than 4,500 of them ... have adopted 
Sterling Steel Flasks for greater efficiency, longer life and more profitable 
foundry operation. These same foundries continue to specify Sterlings whenever 
more flasks are needed. That's because Sterlings have the strength and rigidity 
to resist distortion and to take hard, everyday punishment. Fabricated from 
special rolled steel channel into one solid, rigid piece, Sterling Flasks are 


ISIT STERLING capable of withstanding tremendous pressures. They retain their rigidity and 
JOTH NO. 912 accuracy over a long period of years. Available in a variety of styles and 
\T THE SHOW shapes. Write for your copy of Sterling Catalog No. 60. 


© STERLING WHEELBARROW CO., Milwaukee 14, Wis., U.S. A. 


sgh Branch Offices: Boston . Buffalo . Chattanooga - Chicago - Cleveland . Detroit. New York . Philadelphia . St. Louis 








a 





No. 116-A Heavy Duty No. 50 No. LI0-A 
Wheelbarrow Slag Buggy Core Truck 





No. S-5W Wheelbarrow 
for sand and other 
dry materials 





No. 150 Atlas No. 160 
yy Duty Truck Heavy Duty Casting T 





Standard ’ 
Heavy Duty Cart with Hardened Stee ' Stub Pin No 
3-Point’’ Landing Bushing X , Shift-proof Cast 
V\\\\\\\) LALA RI 
Standard 
Type S F ask Pin 








Ye 


Hardwood 
Foundry Wedae 













Sterling Flask Clamp 





In addition to Steel Flasks, Sterling offers a complete line of Flask accessories 
and a variety of foundry equipment. Custom-built for heavy duty foundry 
service and high-speed production schedules, every piece of equipment is 
backed by the well-known Sterling reputation for correct design and excellent 
workmanship. The Company has always maintained a policy of fabricating to 


VISIT STERLING high quality standards. Consult Sterling the next time you require foundry 
BOOTH NO. 912 equipment. The Sterling branch office near you will gladly give you informa- 
AT THE SHOW tion and estimates — or write to factory. 





STERLING WHEELBARROW CO., Milwaukee 14, Wis., U.S.A. 


Branch Offices: Boston . Buffalo . Chattanooga - Chicago - Cleveland . Detroit. New York . Philadelphia - St. Louis 





Convention Offers Ideas 
To Aid Foundry Progress 








ITH the industry encountering intense competition in the marketing of 
castings, foundrymen are giving careful study to the various avenues 
| which might provide a solution to the problem. Numerous leaders of 
| the industry believe that the greatest opportunity for extending the demand for 
cast products lies in the fields of product improvement and product:on economies. 
Foundries need to employ new or improved practices, adopt controls which will 
maintain quality of the product from day to day, and utilize machines and mate- 
rials which will reduce the man-hours required to produce a ton of castings. 

Information on many of the elements needed to solve these production prob- 
lems will be available to the industry at the annual convention and biennial show 
to be staged at Cleveland, May 8 to 12, by the American Foundrymen’s Society. 
Between the technical sessions and the exhibits of foundry equipment and sup- 
plies, convention visitors should acquire an interesting and valuable picture of 
recent progress and possible future trends in the production of castings. 

As may be noted on the pages that follow, the 1950 convention and exhibi- 
tion promises to be one of the best in history. AFS committees and the head- 
quarters staff have arranged a program containing many papers and committee 
reports covering research work sponsored by the society, other organized groups 


and individual foundries. In addition to the usual sessions devoted to problems 


of each division of the industry, the convention program this year includes jo:nt 
meetings to consider features of mutual interest to several branches of the in- 
dustry. Interest of management in the program of an AFS convention is being 
solicited through a session on management functions and controls. 

The Foundry Show may produce a number of surprises. Reports from the 
field indicate some manufacturers of equipment and supplies will introduce recent 
developments in their products for the first time at Cleveland. These will include 
improvements in existing designs or new ideas which will attract a great amount 
For the first time in a number of years, an operating foundry will 





of attention. 
produce castings in the exhibition hall. 

In addition to the main 2ttractions, any convention also provides numerous 
side shows. At Cleveland these include an exceptional plant visitation program 
arranged by a committee of the Northeastern Ohio Chapter, and the annual ban- 
quet Wednesday evening which probably will attract the largest crowd in the 
society’s history. 

Foundry week in 1950 promises so much of value that progressive foundry- 
men cannot afford to miss participation in the program. 

See you at Cleveland? 


s Kixn..ud E Glut 


Editor 
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MEETS IN 
CLEVELAND 


LEVELAND, scene in the past of seven suc- 
C cessful national conventions of the American 

Foundrymen’s Society, again will be the rally- 
ing point for members of the foundry industry, 
May 8-12. Program of the 54th annual AFS Foundry 
Congress and Show to be held those five days indicates 
that the eighth meeting in Cleveland will more than 
match the standard of quality established by pre- 
vious foundry conventions there or elsewhere. 

Registration and convention headquarters will bs 
at Cleveland’s Public Auditorium, where daytime 
technical sessions, as well as the exhibit of foundry 
equipment, supplies and services, will be held. Eve- 
ning meetings are scheduled for downtown hotels. 
Registration fees for the week are $3 for AFS mem- 
bers and $7 for nonmembers. Foundry workers of 
the Cleveland district will be admitted to the Found- 
ry Show on Northeastern Ohio Day, Monday May 8, 
from 1 to 9:30 p.m. upon presentation of tickets 
being distributed free by foundries in co-operation 
with a committee of the host Northeastern Ohio 
Chapter. This committee is headed by John A. Shar- 
ritts, Westinghouse Electric Corp., and Leslie Schu- 
man, National Malleable & Steel Castings Co. Regis- 
tration also is not required to attend the practical 
shop courses scheduled for Monday, Tuesday and 
Thursday evenings. 

Technical Sessions Perusal of the program of 
technical meetings planned for the week (shown on 
the following six pages) reveals unusually broad 
coverage of the many factors affecting foundry oper- 
ations. Subjects of papers to be presented range 
from reports on research projects involving theo- 
retical considerations, to discussions of every-day 
shop practices. The Gray Iron Shop Course will covet 
pouring, cupola bed and cupola refractory practices. 
Subjects for the Sand Shop Course include core and 
mold blowing, core dip test and sand reclamation. The 
new Nonferrous Shop Course will treat melting 
procedures. 

Sessions sponsored by the individual AFS divisions 
are concentrated on no more than two days in most 
cases. Meetings devoted to aluminum and magnesium, 
brass and bronze and malleable iron will be held 
Monday and Tuesday. Steel sessions are scheduled 
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for Thursday and Friday, and gray iron on Wednes- 
day, Thursday and Friday. Plant equipment, time 
study and foundry costs will be discussed Thursday, 
refractories on Wednesday, sand on Wednesday and 
Thursday, heat transfer, patterns and foundry edu- 
cation on Tuesday. 

Nodular iron, a subject which attracted a record 
attendance to a meeting devoted to it at the 1949 
Congress, will be covered by four papers at Cleve- 
land. These papers comprise the program for two 
joint sessions of the Gray Iron and Malleable Divi- 
sions—one at 10 a.m. Wednesday, the other at 2 p.m. 
Friday. Another joint session—Gray Iron and Steel 
Divisions—will have gating and risering as its sub- 
ject at 4 p.m. Friday. 

“Fluid Flow in Transparent Molds,” a motion pic- 
ture which also drew considerable attention at St. 
Louis a year ago and at showings before AFS chapters 
the past year, is the title of a further progress re- 
port to be presented by the Aluminum and Magnesium 
Division at its opening session Monday morning. Work 
on this research project is being conducted at Battelle 
Memorial Institute, Columbus, O., under sponsorship 
of the division 

The annual exchange paper from the Institute of 
British Foundrymen has been prepared this year 

by Frank Hudson, Mond 

Nickel Co., London, the title 

being ‘““Aluminum Alloy Cast- 

Review of British 
Achievement.” 

Roundtable luncheons are 

scheduled by the various divi- 

sions the first four days of 

the week. Aluminum and 

Magnesium meets Monday 

noon, Malleable on Tuesday, Gray Iron and Patterns 

on Wednesday 

Foundry educational subjects will be covered ex- 
tensively by a roundtable discussion of high school 
and trade school training, and by two papers at a 
dinner meeting to be devoted to foundry apprentice 
training and to summer foundry work for the engi- 


Ins a 


and Steel on Thursday. 


neering student 


Dinner Meetings In (Please turn to page 163) 
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Section 





CONVENTION 


PROGRAM 








(All time shown is Eastern Daylight Saving Time) 


Monday, May 8 


10 a.m._Registration begins. Exhibits open. 


10 a.m. (A)—Aluminum and Magnesium Session 


(Sponsored by Aluminum and Magnesium Division) 
Presiding—-R. F. Thomson, International Nickel Co., De- 


troit. Co-chairman—cC. E. Nelson, Dow Chemical Co., 
Midland, Mich. 


Fluid Flow in Transparent Molds—progress report and 
motion picture, Aluminum and Magnesium Research 
Project—L. W. Eastwood, Battelle Memorial Institute, 
Columbus, O. 


10 a.m. (B)—Brass and Bronze Session 
(Sponsored by Brass and Bronze Division) 
Presiding—J. J. Curran, Walworth Co., Greensburg, Pa. 
Co-chairman—A. K. Higgins, Allis-Chalmers Mfg. Co., 
Milwaukee. 


An Investigation of Melting and Casting Procedures for 
High Purity Nickel—_D. W. Grobecker, Los Alamos 
Scientific Laboratory, Los Alamos, N. M. 

Metal Melting—Application of Thermodynamic Princi- 
ples to Melting Nonferrous Metals—R. I. Moore, Wil- 
son Brass & Aluminum Foundry Co., Toronto, Ont., 
Canada 


10 a.m. (C)—Malleable Session 
(Sponsored by Malleable Division) 
Presiding—-H. C. Stone, Belle City Malleable Iron Co., 
Racine, Wis. Co-chairman—E. Roby, Jr., Peoria Mal- 
leable Casting Co., Peoria, Il. 


Some Effects of Deoxidizing Additions on Malleable 
Irons—Richard W. Heine, University of Wisconsin, 


Madison. 
Subcritical Isothermal Graphitization — Harry A 
Schwartz, National Malleable & Steel Castings Co., 
Cleveland. 


12 Noon—Aluminum and Magnesium Roundtable Lunch- 
eon ; oe 
(Sponsored by Aluminum and Magnesium Division) 
Presiding—-Walter Bonsack, Christiansen Corp., Chicago. 
Co-chairman—Harold J. Rowe, Aluminum Co. of 
America, Pittsburgh. 
Subject: Test Bar Gating. 


1 p.m. to 9:30 p.m.—Northeastern Ohio Day—Free ad- 
mission for local plant men. 


2 p.m. (A)—Brass and Bronze Session 
(Sponsored by Brass and Bronze Division) 
Presiding—-George J. Barker, University of Wisconsin, 
Madison. Co-chairman—-Harold J. Roast, consultant, 
Westmont, Que. 


Effect of Superheat and Casting Temperature on Prop- 
erties of Tin Bronze—B. N. Ames and N. A. Kahn, 
New York Naval Shipyard, Brooklyn. 

Melt Quality and Fracture Characteristics of 85-5-5-5 
progress report, Brass and Bronze Division Research 
Project—F. B. Rote, University of Michigan, Ann 
Arbor. 
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2 p.m. (B)—Malleable Session 
(Sponsored by Malleable Division) 
Presiding—Fred W. Jacobs, Lake City Malleable Inc 
Ashtabula, O. Co-chairman—R. P. Schauss, Illinois 
Clay Products Co., Chicago. 


Furnace Atmosphere for Malleable Annealing—-W. D 
McMillan, International Harvester Co., Chicago. 

Surface Hardening of Pearlitic Malleable Iron—-AFS 
sponsored research project—S. H. Bush, W. P. Wood 
and F. B. Rote, University of Michigan, Ann Arbor 





2 p.m. (C)—Precision Investment Casting Session 

(Sponsored by Precision Investment Casting Committee) 

Presiding—L. E. Grubb, International Nickel Co., Bay- 
onne, N. J. Co-chairman—T. E. Moore, Ransom & 
Randolph Co., Toledo. 


Casting Aluminum in Moist Investment Molds—S. Lip 
son and H. Rosenthal, Frankford Arsenal, Philadelphia 
Pattern Materials and Production in Precision Invest 
ment Casting—E. I. Valyi, A.R.D. Corp., New York 


1 p.m. (A)—Aluminum and Magnesium Session 
(Sponsored by Aluminum and Magnesium Division) 
Presiding—-M. E. Brooks, Dow Chemical Co., Bay City 
Mich. Co-chairman—E. J. Vargo, Wellman Bronze & 

Aluminum Co., Cleveland. 


Magnesium Foundry Practice in Canada—-M. W. Mar 
tinson and J. W. Meier, Bureau of Mines, Ottawa 
Canada. 

Equipment for Degassing Magnesium Alloy Melts—A. J 
Juroff, Bendix Products Division, Bendix Aviation 
Corp., South Bend, Ind. 


6:30 p.m.—Nonferrous (Son-Father) Dinner 
(Sponsored by Nonferrous Founders’ Society) 


7 p.m.—Chapter Officers and Directors Dinner 
Presiding—Edwin W. Horlebein, president, AFS 
Speaker: Ralph L. Lee, General Motors Corp., Detroit 


8 p.m. (A)—Gray Iron Shop Course 
(Sponsored by Gray Iron Shop Course Committee) 

Presiding—K. H. Priestley, Vassar Electroloy Products 
Inc., Vassar, Mich. Co-chairman—E. J. Burke, Hanna 
Furnace Corp., Buffalo, N. Y. 

Subject: Pouring Practice for Gray Iron. Discussion 
leader—E. W. Deutschlander, Worthington Pump Co 
Buffalo. 


8 p.m. (B)—Nonferrous Shop Course 
(Sponsored by Brass and Bronze Division) 
Presiding—J. L. Stroman, Stroman Furnace & Engineer 
ing Co., Franklin Park, Il. 
Subject: Fuel Melting. Discussion leader—-M. G. Diet] 
Crane Co., Chicago. 


8 p.m. (C)——Sand Shop Course 
(Sponsored by Sand Shop Course Committee) 
Presiding—F. S. Brewster, Harry W. Dietert Co., De- 
troit. Co-chairman—E. L. Thomas, Packard Motor Car 
Co., Detroit. 
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Subject: Core and Mold Blowing. Discussion panel__A. E 
Czechowicz, the Key Co., E. St. Louis, Ill.; R. W 
Gardner, Ford Motor Co., Dearborn, Mich.; L. D. Prid- 


more, International Molding Machine Co., 
Park, I 


LaGrang« 


-- 
a 


:30 p.m.—Enxhibits close. 


% 4 ‘e| 
fuesday, May 9 


9 a.m.—-Registration and exhibits open. 


10 a.m. (A)—Aluminum and Magnesium Session 
(Sponsored by Aluminum and Magnesium Division) 
Presiding—R. E. Ward, Eclipse-Pioneer Division, Ben- 
dix Aviation Corp., Teterboro, N. J. Co-chairman——-W 

I. Carver, Light Metals Inc., Indianapolis. 


New Aluminum-Zinc-Magnesium-Copper Casting Alloys 
Walter. E. Sicha and H. Y. Hunsicker, Aluminum 
Co. of America, Cleveland 
Corrosion and Stress-Corrosion Properties of a High 
Strength Aluminum-Zinc-Magnesium-Copper Casting 
Alloy—-R. A. Quadt and E. C. Reichard, Federated 
Metals Division, American Smelting and Refining Co 
Darber, N. J. 


10 a.m. (B)—Brass and Bronze Session 
(Sponsored by Brass and Bronze Divicion) 
Presiding—William Romanoff, H. Kramer & Co., Chi 
cago. Co-chairman—G. K. Eggleston, Barnes Mfg. Co 
Mansfield, O. 


Metal Specifications for Brass and Bronze Foundry—J 
G. Dick, Canadian Bronze Co. Ltd., Montreal, Canada 

Aluminum Additions in Commercial Yellow Brass—R. A 
Colton and R. H. Gilbert, American Smelting & Refin- 
ing Co., Barber, N. J 


10 a.m. (C)—-Heat Transfer Session 
(Sponsored by Heat Transfer Committee) 
Presiding—-Harry A. Schwartz, National Malleable & 
Steel Castings Co., Cleveland. Co-chairman—E. C 
Troy, National Engineering Co., Palmyra, N. J. 


Solidification of Ingots—B. H. Alexander, Sylvania Elec- 
tric Products Inc., Bayside, L. I., N. Y. 

Influence of Dry Sand Conductivity on Rate of Freezing 
of Steel Slabs—-progress report, Heat Transfer Re- 
search Project, Victor Paschkis, Columbia University, 
New York. 
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Mialleable Session 
Sponsored by Malleable Division) 
Presiding—-H. Hunt, Auto Specialties Mfg. Co., St. Jo- 
seph, Mich. Co-chairman—-F. Wurscher, Marion Mal- 
leable Iron Co., Marion, Ind 


10 a.m. (D) 


Inspection of Pearlitic Malleable Castings—D. T. Martin, 
Saginaw Malleable Iron Plant, Central Foundry Di- 
vision, General Motors, Saginaw, Mich. 

Quantitative Correlation of Factors Influencing Anneal- 
ing—Richard Schneidewind, University of Michigan, 
Ann Arbor 


12 Noon (A)-——Brass and Bronze Roundtable Luncheon 
(Sponsored by Brass and Bronze Division) 
Presiding—B. A. Miller, Baldwin Locomotive Works, 
Philadelphia. Co-chairman—H. L. Smith, Federated 
Metals Division, American Smelting & Refining Co., 

Pittcburgh 

Subject: Casting Defects. Discussion leader—Howard F 
Taylor, Massachusetts Institute of Technology, Cam- 
bridge, Mass 


12 Noon (B)—Malleable Roundtable Luncheon 
(Sponsored by Malleable Division) 
Presiding—James H. Lansing, Malleable Founders’ So- 
ciety, Cleveland. Co-chairman—cC. F. Lauenstein, Link- 

3elt Co., Indianapolis. 

Subjects: (1) Effect of Excessive Oxidation in Duplea 
Melting, (2) Design of Dies for Straightening. Dis- 
cussion panel—-Milton Tilley, National Malleable & 
Steel Castings Co., Cleveland; H. C. Stone, Belle City 
Malleable Iron Co., Racine, Wis.; H. G. Sieggreen, 
Central Foundry Division, General Motors Corp., Sagi- 
naw, Mich.; K. L. Sanders, Albion Malleable Iron Co., 
Albion, Mich 


iw 


p-m. (A)—Aluminum and Magnesium Session 
(Sponsored by Aluminum and Magnesium Division) 
Presiding—S. C. Massari, American Foundrymen’s So- 
ciety, Chicago. Co-chairman—-Hiram Brown, Solar Air- 
craft Co., Des Moines, Iowa. 


Aluminum Alloy Castings—a Review of British Achieve- 
ment—Frank Hudson, Mond Nickel Co., London, Eng- 
land. Official exchange paper from Institute of British 
Foundrymen 


2 p.m. (B)—Sand Session 
(Sponsored by Sand Division) 
Presiding—-H. K. Salzberg, the Borden Co., Bainbridge, 
N. Y. Co-chairman Earl E. Woodliff, Foundry Sand 
Service Engineering Co., Detroit. 


Treatment of Bond Clays for Foundry Sand—A. E. Pav- 
lish (formerly with Battelle Memorial Institute, Co- 
lumbus), Kelly Island Lime and Transport Co., Cleve- 
land—(To be presented by H. W. Lownie Jr., Battelle 
Memorial Institute, Columbus). 

Phenolic Resin Core Binders—Effect of Core Mix on 
Physical Properties—J. E. McMillan and J. A. Wickett, 
Monsanto Chemical Co., Springfield, Mass. 


i p.m. (A)——-Aluminum and Magnesium Session 
(Sponsored by Aluminum and Magnesium Division) 
Presiding—-R. T. Wood, American Magnesium Corp., 
Cleveland. Co-chairman—J. C. McDonald, the Dow 

Chemical Co., Midland, Mich 


Casting of Magnesium-Rare Earth-Zirconium Alloys in 
Sand—K. E. Nelson and F. P. Strieter, the Dow 
Chemical Co., Midland, Mich. 

Development of High-Strength Magnesium Casting AI- 
loy ZK61—J. W. Meier and M. W. Martinson, Bureau 
of Mines, Ottawa, Canada 


4 p.m. (B)—Educational Session 
(Sponsored by Educational Division) 

Presiding—A. W. Gregg, Whiting Corp., Harvey, Ill. Co- 
chairman—W. H. Ruten, Brooklyn Polytechnic Insti- 
tute, Brooklyn 

toundtable discussion: High School and Trade School 
Training. Discussion panel_-W. J. MacNeill, Dayton 
Malleable Iron Co., Dayton, O.; James H. Smith, Cen- 
tral Foundry Division, Saginaw, Mich.; Peter E. Rent- 
schler, Hamilton Foundry & Machine Co., Hamilton, O. 
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t p.m. (C)—Pattern Session 
(Sponsored by Pattern Division) 
Presiding—J. Mathias, Accurate Matchplate Co., Chi- 
cago. Co-chairman—A. F. Pfeiffer, Allis-Chalmers Mfg. 
Co., Milwaukee. 


Making Pressure Cast Aluminum Match Plates in Plas- 
ter Molds—_K. A. Miericke, Baroid Sales Division, Na- 
tional Lead Co., Chicago 

Production Patterns and the Matchplate . F. Dalton, 
U. S. Gypsum Co., Chicago. 

Cold Formed Flexible Precision Patterns and Core Boxes 

J. E. Wiss and R. B. Wagner, Perma-Flex Mold Co., 
Columbus, O. 


:30 p.m.—_International Reception 
:30 p.m.—Registration and exhibits close 


p.m. (A)—Canadian Dinner. Presiding—E. N. Dela- 
hunt, Warden King Ltd., Montreal. Co-chairman—J. J 
McFadyen, Galt Malleable Iron Co., Galt, Ont 


7 p.m. (B)—Educational Dinner 
(Sponsored by Educational Division ) 
Presiding—Ben D. Claffey, Acme Aluminum Alloys Inc., 
Dayton, O. Co-chairman—George K. Dreher, Foundry 
Educational Foundation, Cleveland. 


Foundry Apprentice Training at Caterpillar Tractor Co. 
Frank W. Shipley and B. L. Bevis, Caterpillar Trac- 
tor Co., Peoria, Ill 
The Engineering Student and Summer Foundry Work 
N. J. Stickney, University of Wisconsin, Madison 


8 p.m. (A)—Gray Iron Shop Course 
(Sponsored by Gray Iron Shop Course Comn 
Presiding—E. J. Burke, Hanna Furnace Corp., Buffalo 
Subject: Cupola Bed Practice. Discussion leader—B. P 
Mulcahy, Fuel Research Laboratory Inc., Indianapolis 


uttee ) 


8 p.m. (B)—Nonferrous Shop Course 
(Sponsored by Brass and Bronze Division) 
Presiding—Bruce W. Schafer, Kuhlman Electric Co 
3ay City, Mich. Subject: Electric Furnace Melting 
Discussion leader—M. G. Dietl, Crane Co., Chicago 


8 p.m. (C)—-Sand Shop Course 
(Sponsored by Sand Shop Course Committee) 
Presiding—Earl J. Bush, U. S. Naval Gun Factory, 
Washington. Co-chairman—R. H. Olmstead, Whitehead 
Bros. Co., New York. Subject: Core Dip Test. Discus- 
sion leader—John B. Caine, Consultant, Wyoming, O 


Wednesday, May 10 


8 a.m.—National Castings Council Breakfast 
9 a.m.—Registration and Exhibits open 


10 am. (A)—Joint Gray Iron and Malleable Session 
(Sponsored by Gray Iron and Malleable Divisions) 
Presiding—H. Bornstein, Deere & Co., Moline, Ill. Co- 
chairman—Thomas E. Eagan, Cooper-Bessemer Corp 

Grove City, Pa. 


Problems in Producing Ductile Iron—-Max Kuniansky 
Lynchburg Foundry Co., Lynchburg, Va. 





An Introduction to the Annealing of Nodular Iron 
Rehder, Bureau of Mines, Ottawa, Canada. 


10 a.m. (B)—Refractories Session 
(Sponsored by Refractories Committee) 
Presiding—Arthur S. Klopf, Western Foundry Co., Chi- 
cago. Co-chairman—Richard H. Stone, Vesuvius Cru- 
cible Co., Pittsburgh 


Refractory Practice in Melting Acid Electric Steel—R 
H. Jacoby and M. Petty, the Key Co., East St. Louis, 
Ill. 


10 a.m. (C)—Sand Session 
(Sponsored by Sand Division) 
Presiding—_C. B. Jenni, General Steel Castings Corp., 
Eddystone, Pa. Co-chairman—J. H. Lowe, Wehr Steel 
Co., Milwaukee. 


Reproducibility of Foundry Sand Tests—Bradley H 
3ooth, Carpenter Bros. Inc., Milwaukee; P. C. Rosen- 
thal, University of Wisconsin, Madison, and H. W 
Dietert, Harry W. Dietert Co., Detroit. 

Tenth Annual Report on Investigation of Properties of 
Steel Sands at Elevated Temperatures—R. G. Thorpe 
and Peter E. Kyle, Cornell University, Ithaca, N. Y. 


10 a.m. (D)—Steel Session 
(Sponsored by Steel Division) 
Presiding—-C. W. Briggs, Steel Founders’ Society of 
America, Cleveland. Co-chairman—Richard E. Kerr, 
Pettibone-Mulliken Corp., Chicago. 


Nature of Mold Cavity Gases—Charles Locke, Armour 
Research Foundation, Chicago. 





Metal Penetrations in Steel Sand—S. L. Gertsman, Bu- 
reau of Mines, Ottawa, Canada. 

Thermodynamic Study of Pinhole Formations in Steel 
Castings—Howard F. Taylor, Massachusetts Institute 
of Technology, Cambridge, Mass. and R. E. Savage, 
International Nickel Co., New York. 


12 Noon (A)—Gray Iron Roundtable Luncheon 
(Sponsored by Gray Iron Division) 
Presiding—-F. S. Brewster, Harry W. Dietert Co., De- 
troit. Co-chairman—R. A. Clark, Electro Metallurgical 

Division, Union Carbide & Carbon Co., Chicago. 

Subject: The Effect of Mold Materials on Metal Shrink- 
age. Discussion leaders—Charles C. Sigerfoos, Michi- 
gan State College, E. Lansing; Clyde A. Sanders, 
American Colloid Co., Chicago; W. F. Bohm, Buick 
Motor Division, Flint, Mich. 


12 Noon (B)—Pattern Roundtable Luncheon 
(Sponsored by Pattern Division) 
Presiding—G. Garvey, City Pattern & Foundry Co., 
South Bend, Ind. Co-chairman—H. C. Swanson, Arrow 
Pattern & Foundry Co., Chicago. 
Subject: An Alloy Designed for Pattern Shops. Discus- 
sion leader—S. Zukor, S. Greenfield Co., Buffalo. 


3 p.m.—Exhibits close 


3 p.m.—Annual Business Meeting 
Presiding—-Edwin W. Horlebein, AFS president. 
President’s Annual Address 
Apprentice Contest Awards 
Election of Officers and Directors 





+ p.m.—-Charles Edgar Hoyt Annual Lecture 


Operation of the Cupola—W. W. Levi, Lynchburg Found- 
ry Co., Lynchburg, Va 


7 p-m._-Annual Banquet, Hotel Statler 

Presiding—-Edwin W. Horlebein, AFS president. 

Presentation of Gold Medal Awards and Honorary Life 
Memberships. 

Speaker—Leonard E. Read, president, Foundation for 
Economic Education, Irvington-on-the-Hudson, N. Y 
Subject: Students of Liberty 


Thursday, May 11 


% a.m.—-AFS Past-Presidents’ Breakfast 
9 a.m.—-Registration and Exhibits open 


10 a.m. (A)—Gray Iron Session 
(Sponsored by Gray Iron Division) 
Preciding—A. P. Gagnebin, International Nickel Co., 
3ayonne, N. J. Co-chairman——W. B. McFerrin, Haynes 
Stellite Division, Kokomo, Ind. 


Improved Test Bars for Standard and Ductile Grades 
of Cast Iron—-Richard A. Flinn and R. W. Kraft, 
American Brake Shoe Co., Mahwah, N. J. 

Report of Cupola Research Committee—R. G. McElwee, 
Vanadium Corp. of America, Detroit. 


10 a.m. (B)—Management Functions and Controls Session 
(Jointly Sponsored by Foundry Cost Committee and 
Timestudy and Methods Committee) 
Presiding—Ralph L. Lee, Grede Foundries Inc., Milwau- 
kee. Co-chairman—vVictor E. Zang, Unitcast Corp., To- 

ledo. 


Administration of Wage Incentives—C. T. Hassell, Les- 
ter B. Knight & Associates, Chicago. 

Organizing Management for Profit—W. E. George, Booz, 
Allen & Hamilton, Chicago. 


10 a.m. (C)—Sand Session 
(Sponsored by Sand Division) 
Presiding—-Bradley H. Booth, Carpenter Bros. Inc., Mil- 
waukee. Co-chairman—J. O. Ochsner, Crouse-Hinds 
Co., Syracuse, N. Y. 


Flowability of Molding Sands—-W. H. Moore, Meehanite 
Metals Corp., South Euclid, O. 

Factors Affecting Molding Sand Density, Shrinkage and 
Workability—R. P. Schauss, R. F. Baley, [linois Clay 
Products Co., Chicago, and Earl E. Woodliff, Foundry 
Sand Service Engineering Co., Detroit. 


10 a.m. (D)—Steel Session 
(Sponsored by Steel Division) 
Presiding—-R. C. Wood, Minneapolis Electric Steel Cast- 
ings Co., Minneapolis. Co-chairman—David C. Zuege, 
Sivyer Steel Casting Co., Milwaukee. 


Influence of Temperature on Fluidity and Surface Ap- 
pearance of Steel Castings—-G. A. Lillieqvist, Ameri- 
can Steel Foundries, East Chicago, Ind. 

Steel Quality as Related to Test Bar Fractures—H. H. 
Johnson and C. A. Fisher, National Malleable & Steel 
Castings Co., Sharon, Pa. 


12 Noon—Steel Roundtable Luncheon 
(Sponsored by Steel Division) 

Presiding—Victor E. Zang, Unitcast Corp., Toledo. Co- 
chairman—Richard E. Kerr, Pettibone Mulliken Corp., 
Chicago. 

Subjects: (1) Fluidity Tests in Relation to Temperature 
and Temperature Control. (2) Steel Temperature 
Measurement. (3) Casting Surface Finish and Defects. 


2 p.m. (A)—Gray Iron Session 
(Sponsored by Gray Iron Division) 
Presiding—-A. E. Schuh, United States Pipe & Foundry 
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Co., Burlington, N. J. Co-chairman—Charles O. Bur- 
gess, Gray tron Founders’ Society, Cleveland. 


Composition and Properties of Gray Iron Richard 
Schneidewind, University of Michigan, Ann Arbor, 
and R. G. McElwee, Vanadium Corporation of Amer- 
ica, Detroit. 

Basic Lined Cupola—S. F. Carter, American Cast Iron 
Pipe Co., Birmingham. 


2 p.m. (B)—Sand Session 
(Sponsored by Sand Division) 
Presiding—J. A. Rassenfoss, American Steel Foundries, 
East Chicago, Ind. Co-chairman—Peter E. Kyle, Cor- 
nell University, Ithaca, N. Y. 


A Study of the Effect of Various Binders and Additives 
on the Hot Strength of Molding Sands—R. E. Morey 
and C. G. Ackerlind, Naval Research Laboratory, Of- 
fice of Naval Research, Washington. 

[Effect of Moisture on Core Sand Mixtures—O. J. Myers 
Werner G. Smith Co., Minneapolis. 


2 p.m. (C)—Time Study and Methods Session 
(Sponsored by Time Study and Methods Committee) 
Presiding—E. G. Tetzlaff, Pelton Steel Casting Co., Mil- 
waukee. Co-chairman—M. T. Sell, Sterling Foundry 
Co., Wellington, O. 


Standard Data for Bench Coremaking—-R. H. Williams 
Villlams Management Engineering Co., Milwaukee. 
Fatigue Data Survey—-M. E. Annich, American Brak: 

Shoe Co., Mahwah, N. J. 


4 p.m. (A)—Foundry Cost Session 
(Sponsored by Foundry Cost Committee) 
Presiding—Ralph L. Lee, Grede Foundries Inc., Milwau 
kee, Co-chairman—George Tisdale, Zenith Foundry Co, 
Milwaukee. 


Management Views Costs—John A. Wagner, Wagner 
Malleable Iron Co., Decatur, III. 


4 p.m. (B)—Plant and Plant Equipment Session 

(Sponsored by Plant and Plant Equipment Committee) 

Presiding—James Thomson, Continental Foundry & Ma- 
chine Co., East Chicago, Ind. Co-chairman—R. J 
Wolf, Stone & Webster Engineering Corp., Boston. 


Oxygen Cutting Processes in Steel Foundries—-R. Bab- 
cock, the Linde Air Products Co., Development Divi- 
sion, Newark, N. J. 

Bandsawing in Foundries—G. H. Sheppard, the DoAll 
Co., Des Plaines, Ill. (To be presented by M. R. Han- 
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son, The DoAll Cleveland Co., Cleveland. ) 

Selection and Application of Cleaning Equipment—S. F 
Krzeszewski, American Wheelabrator & Equipment 
Corp., Mishawaka, Ind 


4 p.m. (C)—Joint Sand and Steel Symposium 
(Jointly Sponsored by Sand and Steel Divisions) 

Presiding—-Charles Locke, Armour Research Foundation 
Chicago. Co-chairman—cC. B. Jenni, General Steel Cast 
ings Corp., Eddystone, Pa. 

Subject: Interpretation of Sand Tests as Related to Steel 
Castings. Introduction—-E. C. Troy, National Engineer 
ing Co., Palmyra, N. J 


Room Temperature Testing—J. H. Lowe, Wehr Steel Co 
Milwaukee, W. J. Downey, Burnside Steel Foundry Co 
Chicago. 

High Temperature Testing—Peter E. Kyle, Cornell Uni 
versity, Ithaca, N. Y.; R. H. Jacoby, the Key Co. 
E. St. Louis, Ill.; H. W. Meyer, General Steel Cast- 
ings Corp., Granite City, Ill.; J. A. Rassenfoss, Ameri 
can Steel Foundries, East Chicago, Ind., John B 
Caine, Wyoming, O 


5:30 p.m.—Registration and Exhibits close 


7 p.m.—AFS Alumni Dinner (by invitation only)-—Cleve 
land Athletic Club 


8 p.m. (A)—Gray Iron Shop Course 
(Sponsored by Gray Iron Division) 

Presiding—Howard H. Wilder, Foundry Division, Eator 
Mfg. Co., Vassar, Mich. Co-chairman-——E. J. Burke, 
Hanna Furnace Corp., Buffalo, N. Y. 

Subject: Cupola Refractory Practice. Discussion panel 
E. J. Lally, Forest City Foundries Co., Cleveland, T 
Giszcezak, research metallurgist, AFS, Detroit 


8 p.m. (B)—Plant and Plant Equipment Session 

(Sponsored by Plant and Plant Equipment Committee 

Presiding—James Thomson, Continental Foundry & Ma 
chine Co., East Chicago, Ind. Co-chairman—Harold W 
Johnson, Wells Mfg. Co., Skokie, IIl. 


Foundry Cleaning Room Abrasive Operations—B. H 
Work, the Carborundum Co., Niagara Falls, N. Y 
Salvage of Castings by Welding of Defects—G. E. Bel 

lew, Air Reduction Sales Co., New York. 
Use of Portable Air Tools in Foundry Cleaning Rooms 
A. G. Ringer, Ingersoll-Rand Co., New York. 
Material Transport in the Cleaning Room—_N. L. Smith 
Link-Belt Co., New York, and R. J. Wolf, Stone & Web 
ster Engineering Corp., Boston 


8 p.m. (C)—-Sand Shop Course 
(Sponsored by Sand Shop Course Committee) 

Presiding—R. H. Jacoby, the Key Co., East St. Louis 
Ill. Co-chairman—H. W. Meyer, the General Steel 
Castings Corp., Granite City, Il. 

Subject: Sand Reclamation. Discussion leader—G. H 
Curtis, Nichols Engineering & Research Corp., New 
York 


Friday, May 12 
9 a.m.—Registration and Exhibits open 


10 a.m. (A)—Gray Iron Session 
(Sponsored by Gray Iron Division) 
Presiding—-Fred J. Walls, International Nickel Co., De 
troit. Co-chairman——G. A. Timmons, Climax Molyb- 
denum Co., Detroit. 


Correlation of Properties of Gray Iron—-Richard G. Mc- 
Elwee, Vanadium Corp. of America, Detroit, and 
Richard Schneidewind, University of Michigan, Ann 
Arbor. 

The Relaxation of Cast Iron—V. T. Malcolm and §S 
Low, Chapman Valve Co., Indian Orchard, Mass. 


10 a.m. (B)—Steel Session 
(Sponsored by Steel Division) 
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Presiding—-L. H. Hahn, Sivyer Steel Castings Co., Chi- 
cago. Co-chairman—J. K. McBroom, Stainless Foundry 
& Engineering Co., Milwaukee 


Manganese Recovery in Acid Electric Steel Making—S 
F. Carter, American Cast Iron Pipe Co., Birmingham 

Me tal Composition Tests fo? the Steel Me lte Tr. H. FI 
Fairfield, W1 Kennedy & Sons, Ltd., Owen Sound, 
Ont., Canada 


2 p.m. (A)—Joint Gray Iron and Malleable Session 
(Sponsored by Gray Iron and Malleable Divisions) 
Presiding Richard G. McElwee, Vanadium Corp. of 
America, Detroit. Co-chairman—Victor A. Crosby, Cli 

max Molybdenum Co., Detroit 


Dilatometer Studies of Nodular Cast Iron—N. A. Zieg 
ler, W. L. Meinhart and J. R. Goldsmith, Crane Co., 
Chicago 

Nodular Iron s. Section Size Gosta Vennerholm, H 
Bogart and R. Melmoth, Ford Motor Co., Dearborn, 
Mich 


2 p.m. (B)—Steel Session 
(Sponsored by Steel Division) 
Presiding—J. Juppenlatz, Lebanon Steel Foundry, Leb- 
anon, Pa. Co-chairman—C. H. Lorig, Battelle Memo- 
rial Institute, Columbus, O 


The Fayalite Reaction in Sand Molds Used for Steel 
Castings—Howard F. Taylor, Massachusetts Institute 
of Technology, Cambridge, Mass., and R. E. Savage, 
International Nickel Co., New York. 

Relation of Thermal Gradients to the Soundness of Cast 
Steel Plates—H. F. Bishop, Naval Research Labora- 
tory, Washington 

Influence of Core Mixtures on Hot Tears—Progress Re- 
port, Steel Research Committee, presented by commit- 
tee chairman, Clyde Wyman, Burnside Steel Foundry 
Co., Chicago 


4 p.m. (A)—Joint Gray Iron and Steel Session 
(Sponsored by Gray Iron and Steel Divisions) 

Presiding—-Thomas W. Curry, Lynchburg Foundry Co., 
Lynchburg, Va. Co-chairman—H. H. Kessler, Sorbo- 
Mat Process Engineers, St. Louis. 

Principles of Risering—(colored slides) Charles F. Wal- 
ton, Case Institute of Technology, Cleveland. 

Principles of Gating—-W. H. Johnson, W. O. Baker, and 
W. S. Pellini, Naval Research Laboratory, Washington. 

Finger Gating, Part I]—(motion picture)—-W. H. John- 
son and W. O. Baker, Naval Research Laboratory, 
Washington 


4:30 p.m.—Registration and exhibits officially close. 
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FOUNDRY SHOW 


POINTS WAY TO 
BETTER PROFITS 


LORIES of past exhibitions may fade into in- 
G significance when the doors of the 1950 bien- 

nial Foundry Show are thrown upon at Cleve- 
land’s Public Auditorium on Monday morning, May 8, 
and foundrymen see the latest in foundry equipment 
and supplies against a background of dazzling dis- 
plays. Numerous companies will unveil entirely new 
developments or recent improvements in machines 
and materials. 

With a large and representative list of exhibitors 
providing show materials which will fill the entire 
underground exhibition space, and with four com- 
panies co-operating to provide a complete operating 
foundry for the production of aluminum castings, 
foundrymen gathering in Cleveland from all parts 
of the world will find much of interest and value 
in helping to attain improved quality and profits in 
foundry operations. 

The show will be open from 10 a.m. to 9:30 p.m. on 
Monday, from 9 a.m. to 5:30 p.m. Tuesday and Thurs- 
day, from 9 a.m. to 3 p.m. Wednesday, and from 
9 a.m. to 4:30 p.m. Friday. Monday also has been 
designated as “Northeastern Ohio Day” and all found- 
ry workers from the metropolitan Cleveland area will 
be admitted from 1 p.m. until closing with special 
free admission cards being distributed by a commit- 
tee of the Chapter in co-operation with the foundries 
of the district. 

The list of exhibitors, corrected to Apr. 17, follows: 


List of Exhibitors 


Accurate Match Plate Co., Chicago 

Adams Co., Dubuque, Iowa 

Aerodyne Development Corp., Cleveland 
Air Reduction Sales Co., New York 

Ajax Electrothermic Corp., Trenton, N. J. 
Ajax Engineering Co., Trenton, N. J. 

Ajax Flexible Coupling Co., Westfield, N. Y. 
Ajax Metal Co., Philadelphia 
Allis-Chalmers Mfg. Co., Milwaukee 

Alloy Metal Abrasive Co., Ann Arbor, Mich. 
Alpha-Lux Co., New York 

American Air Filter Co., Louisville, Ky. 
American Colloid Co., Chicago 

American Crucible Co., North Haven, Conn. 
American Gas Association, New York 
American Silica Sand Co., Ottawa, Il. 
American Steel Abrasives Co., Galion, O. 
American Wheelabrator & Equipment Corp., 
Mishawaka, Ind. 
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Apex Smelting Co., Chicago 
Asbury Graphite Mills Inc., Asbury, N. J. 
Ayers Mineral Co., Zanesville, O. 


Bakelite Division, Union Carbide & Carbon Corp., 
New York 

Baroid Sales Division, National Lead Co., Chicago 

C. O. Bartlett & Snow Co., Cleveland 

Bay State Abrasive Products Co., Westboro, Mass. 

Beardsley & Piper Division of Pettibone Mulliken 
Corp., Chicago 

Black Products Co., Chicago 

Black, Sivalls & Bryson Inc., Kansas City, Mo. 

Blaw-Knox Co., Blawnox, Pa. 

Blystone Division, Standard Sand & Machine Co., 
Chicago 

Borden Co., Chemical Division, New York 

British Moulding Machine Co. Ltd., 

Faversham, Kent, England 
Buckeye Products Co., Cincinnati 


Campbell-Hausfeld Co., Harrison, O. 

Cannon Vibrator Co. Division, Berkshire Mfg. 
Cleveland 

Canton Chaplet & Mfg. Co., Canton, O. 

Carborundum Co., Niagara Falls, N. Y. 
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Central Silica Co., Zanesville, O. 

Centrifugal Casting Machine Co., Tulsa, Okla. 

Chain Belt Co., Milwaukee 

Champion Foundry & Machine Co., Chicago 

Clearfield Machine Co., Clearfield, Pa. 

Cleco Division, Reed Roller Bit Co., Houston, Tex. 

Cleveland Flux Co., Cleveland 

Cleveland Metal Abrasive Co., Cleveland 

Cleveland Quarries Co., Cleveland 

Cleveland Trade School, Cleveland 

Cleveland Tramrail Division, Cleveland Crane 
gineering Co., Wickliffe, O. 

Cleveland Vibrator Co., Cleveland 

Climax Molybdenum Co., New York 

Clipper Mfg. Co., Kansas City, Mo. 

L. A. Cohn & Bro. Inc., Chicago 

Coleman Engineering Co., Chattanooga, Tenn. 

Combined Supply & Equipment Co., Buffalo 

Corn Products Sales Co., New York 

Crescent Machine Division, Rockwell Mfg. Co., 
Leetonia, O. 


& En- 


D CM T Sales Corp., New York 

Davenport Machine & Foundry Co., Davenport, Iowa 

Dayton Oil Co., Dayton, O. 

Dayton Pneumatic Tool Co., Dayton, O. 

Delhi Foundry Sand Co., Cincinnati 

Delta Mfg. Division, Rockwell Mfg. Co., Milwaukee 

Delta Oil Products Co., Milwaukee 

William Demmler & Bros., Kewanee, III. 

Detroit Electric Furnace Division, Kuhlman Electric 
Co., Bay City, Mich. 

Diamond Clamp & Flask Co., Richmond, Ind. 

Harry W. Dietert Co., Detroit 

Joseph Dixon Crucible Co., Jersey City, N. J. 

DoAll Co., Des Plaines, Ill. 

Dougherty Lumber Co., Cleveland 

Durez Plastics & Chemicals Inc., North Tonawanda 
a # 


Eastern Clay Products Inc., Jackson, O. 


Rochester, N. Y. 

Economy Tool & Machine Co., Muskegon, Mich. 

Electric Controller & Mfg. Co., Cleveland 

Electro Metallurgical Division, Union Carbide & Car- 
bon Corp., New York 

Electro Refractories & Alloys Corp., Buffalo 

Exomet Inc., Conneaut, O. 

Exothermic Alloys Sales & Service Inc., Chicago 


Eastman Kodak Co.., 


Fanner Mfg. Co., Cleveland 

Federal Foundry Supply Co., Cleveland 

Federated Metals Division, American Smeiting & Re- 
fining Co., New York 

Fisher Furnace Division, Lindberg Engineering Co., 
Chicago 

Foundries Materials Co., Coldwater, Mich. 

THE FOUNDRY, Cleveland 

Foundry Educational Foundation, Cleveland 

Foundry Equipment Co., Cleveland 

Foundry Equipment Manufacturers Association, 
Cleveland 

Foundry Service Co., Birmingham 

Foxboro Co., Foxboro, Mass. 

Fox Grinders Inc., Pittsburgh 

Freeman Supply Co., Toledo, O. 

Fremont Flask Co., Fremont, O. 

General Electric X-Ray Corp., Milwaukee 

Girdler Corp., Thermex Division, Louisville 

Globe Steel Abrasive Co., Mansfield, O. 

Claud S. Gordon Co., Chicago 

Gray Iron Founders’ Society, Cleveland 

Great Lakes Carbon Corp., Niagara Falls, N. Y. 

Great Lakes Foundry Sand Co., Detroit 

Great Western Mfg. Co., Leavenworth, Kans. 

Harbison-Walker Refractories Co., Pittsburgh 

Harnischfeger Corp., Milwaukee 

3enjamin Harris Co., Chicago Heights, IIl. 

Harrison Machine Co., Wesleyville, Pa. 


Hercules Powder Co., Wilmington, Del. 
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Herman Pneumatic Machine Co., Pittsburgh 
Hewitt-Robins Inc., New York 

Hickman, Williams & Co., Cleveland 

Hill & Griffith Co., Cincinnati 

Hines Flask Co., Cleveland 

Hoffman Foundry Supply Co., Cleveland 
Frank G. Hough Co., Libertyville, Il. 

E. F. Houghton & Co., Philadelphia 
Hougland & Hardy——Hardy Sand Co., Evansville, Ind. 
Hydro-Blast Corp., Chicago 

Hyster Co., Portland, Oreg. 


Illinois Clay Products Co., Chicago 
Illinois Testing Laboratories Inc., Chicago 
Industrial Fabricating Inc., Eaton Rapids, Mich. 
Industrial Minerals Co., Lancaster, O. 
International Graphite & Electrode Corp., 

St. Marys, Pa. 
International Molding Machine Co., 

LaGrange Park, IIl. 
International Nickel Co. Inc., New York 
Iron Lung Ventilator Co., Cleveland 


Jeffrey Mfg. Co., Columbus, O. 

William F. Jobbins Inc., Aurora, III. 

Johnston & Jennings Division, Pettibone MuHiken 
Corp., Chicago 

K & F Metal Spray Industries, Detroit 

Kindt-Collins Co., Cleveland 


Andrew King, Construction Engineer, Narberth, Pa. 


Lester B. Knight & Associates Inc., Chicago 
William Korn Inc., New York 

H. Kramer & Co., Chicago 
Kwik-Mix Co., Milwaukee 
Laboratory Equipment Corp., St. 
Lava Crucible Co., Pittsburgh 

R. Lavin & Sons Inc., Chicago 
Leeco Products, Ferndale, Mich. 
Link-Belt Co., Chicago 


Joseph, Mich. 


J. S. MeCormick Co., Pittsburgh 

Machine Design, Cleveland 

Macklin Co., Jackson, Mich. 

MacLeod Co., Cincinnati 

Magnaflux Corp., Chicago 

Manley Sand Co., Rockton, II. 

Martindale Electric Co., Cleveland 

Martin Engineering Co., Kewanee, III. 

Master Pneumatic Tool Co., Cleveland. 

Mathews Conveyer Co., Ellwood City, Pa. 

Carl-Mayer Corp., Cleveland 

Metallizing Co. of America, Chicago 

Mexico Refractories Co., Mexico, Mo. 

Michigan Smelting & Refining Division, Bohn Alu- 
minum & Brass Corp., Detroit 

Mid-West Abrasive Co., Owosso, Mich. 

Millwood Sand Co., Zanesville, O. 

Milwaukee Foundry Equipment Division of SPO Inc., 
Milwaukee 

Minco Products Corp., Saginaw, Mich. 

Mine Safety Appliances Co., Pittsburgh 

Modern Equipment Co., Port Washington, Wis. 

Monk Tool Co., Geneva, II. 

Monsanto Chemical Co., St. Louis 

Moulders’ Friend, Dallas City, Tl. 
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Nassau Smelting & Refining Co., Staten Island, N. Y 

National Carbon Co., New York 

National Crucible Co., Philadelphia 

National Engineering Co., Chicago 

National Foundry Association, Chicago 

Newaygo Engineering Co., Newaygo, Mich. 

New Equipment Digest, Cleveland 

New Jersey Silica Sand Co., Millville, N. J. 

Niagara Falls Smelting & Refining Division, Cont 
nental Copper & Steel Industries, Buffalo 

Nichols Engineering & Research Corp., New York 

William H. Nicholls Co., Richmond Hill, L. L., N. Y 

Norman Harrison & Co., Chattanooga, Tenn. 

North American Smelting Co., Wilmington, Del. 

Norton Co., Worcester, Mass. 


S. Obermayer Co., Chicago 

Oliver Machinery Co., Grand Rapids, Mich. 
Osborn Mfg. Co., Cleveland 

PMS Co., Cleveland 

Pangborn Corp., Hagerstown, Md. 

Peerless Mineral Products Co., Conneaut, O. 
Peninsular Grinding Wheel Co., Detroit 
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Safety Clothing & Equipment Co., Cleveland 

Safety-First Shoe Co., Holliston, Mass. 

Sand Products Corp., Cleveland 

Claude B. Schneible Co., Detroit 

A. Schrader’s Son Division, Scovill Mfg. Co., 
Brooklyn, N. Y. 

Schramm Inc., West Chester, Pa. 

I. Schumann & Co., Cleveland 

Scientific Cast Products Corp., Cleveland 

Semet-Solvay Division, Allied Chemical & Dye Corp., 
New York 

Severance Tool Industries Inc., Saginaw, Mich. 

Simonds Abrasive Co., Philadelphia 

Simplicity Engineering Co., Durand, Mich. 

Smith Facing & Supply Co., Cleveland 

Smith Oil & Refining Co., Rockford, Ill. 

Smith & Richardson Mfg. Co., Geneva, III. 

Werner G. Smith Co. (Division Archer-Daniels-Mid- 
land Co.), Cleveland 

Solvay Sales Division, Allied Chemical & Dye Corp., 
New York 

Sorbo-Mat Process Engineers, St. Louis 

Spencer Turbine Co., Hartford, Conn. 

SPO Inc., Cleveland 


; 


= 
? 


4 


sta 


. 


ad ~ 
aa wir 








Penola Inc., Chicago 

Penton Publishing Co., Cleveland 

George F. Pettinos Inc., Philadelphia 

Pittsburgh Crushed Steel Co., Pittsburgh 
Pittsburgh Lectromelt Furnace Corp., Pittsburgh 
Power Tool Division, Rockwell Mfg. Co., Milwaukee 
Precision Grinding Wheel Co., Philadelphia 

Pyro Refractories Co., Oak Hill, O. 

Pyrometer Instrument Co., Bergenfield, N. J 


Ready-Power Co., Detroit 

Redford Iron & Equipment Co., Detroit 

W. G. Reichert Engineering Co., Newark, N. J 
Reliable Castings Corp., Cincinnati 

Republic Coal & Coke Co., Chicago 

H. H. Robertson Co., Pittsburgh 

Robinson Clay Product Co., Akron, ‘ 
Roots-Connersville Blower Corp., Connersville, Ind 
J. O. Ross Engineering Co., New York 
tossborough Supply Co., Cleveland 
Ross-Tacony Crucible Co., Tacony, Pa. 

Rotor Tool Co., Cleveland 

Royer Foundry & Machine Co., Kingston, Pa. 
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Standard Conveyor Co., North St. Paul, Minn. 

Standard Horse Nail Corp., New Brighton, Pa. 

Steel, Cleveland 

Steel Shot & Grit Co., Boston 

Steel Shot Producers Inc., Butler, Pa. 

Sterling Wheelbarrow Co., Milwaukee 

Frederic B. Stevens Inc., Detroit 

Stoller Chemical Co., Akron, O. 

Stroman Furnace & Engineering Co., 
Franklin Park, IIl. 

Sutter Products Co., Dearborn, Mich. 

Swan-Finch Oil Corp., New York 


Tabor Mfg. Co., Philadelphia 

Taggart Brimfield Co., Hammonton, N. J. 

Thiem Products Inc., Milwaukee 

Tincher Products Co., Chicago 

Titanium Alloy Mfg. Division, National Lead Co., 
New York 

Toledo Scale Co., Toledo, O. 

Towmotor Corp., Cleveland 

Tri-State Sand Co., Warrington, Pa. 


Union Steel Products Co., Albion, Mich. 

United Oil Mfg. Co., Erie, Pa. 

United States Graphite Co., Saginaw, Mich. 
United States Gypsum Co., Chicago 

United States Reduction Co., East Chicago, Ind. 
United States Rubber Co., New York 

U. S. Hoffman Machinery Corp., New York 


Vanadium Corp. of America, New York 
Velsicol Corp., Chicago 
Vesuvius Crucible Co., Pittsburgh 


Wheelco Instruments Co., Chicago 
Whitehead Bros. Co., New York 
White Pine Lumber Co., Chicago 
Whiting Corp., Harvey, Ill. 


Zanesville Sand Co., Zanesville, O. 
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Ml cweenesenven AF S 


Five men prominent in the foundry industry have been selected by the 
Board of Awards of the American Foundrymen’s Society to receive special 
recognition during the 54th annual convention in Cleveland. Two medals 
and three honorary life memberships in the society will be presented at the 
annual banquet to be held at Hotel Statler, Wednesday evening, May 10. 





CLARENCE H. LORIG—Joseph S. Seaman Medalist 





* Dr. Lorig, who is being honored with the award of the 
Joseph S. Seaman gold medal “for his many contributions to 
foundry metallurgy and for his constant stimulation of research 
in the cast metals field,” has been assistant director of Battelle 
Memorial Institute, Columbus, O., since 1947. He is a graduate 
of the University of Wisconsin, Madison, and also received his 
graduate degrees from that institution. Working for a time in 
industry, Dr. Lorig was associated with Wisconsin Steel Co., Wis- 
consin Appleton Co., French Battery Co. and the Ladish Forge 
Co. He then became professor of mechanical engineering in charge 
of metallurgical courses at Drexel Institute, Philadelphia, joining 
Battelle Institute in 1930. Dr. Lorig has been active in the work 
of the AFS, serving as a member of its publications committee, the 
research and executive committees as well as being a former chair- 
man of the Steel Division, and as a member of the Gray Iron Divi- 
sion advisory group. He also has been a generous contributor to 
the technical press. 


AE. RICHARD SCHNEIDEWIND—William H. McFadden Medalist 


* Dr. Schneidewind, who has been designated the William 
H. McFadden gold medalist, is being cited ‘for his valuable con- 
tributions to the malleable iron industry in connection with the 
graphitization of white cast iron and for his many contributions 
to the society and the metal castings industry.” Born in Manila, 
P. I., Dr. Schneidewind studied at Wayne University, the Uni- 
versity of Chicago, and was graduated from the University of 
Michigan in chemical engineering in 1923. His association with 
industry was as plant chemist for the Studebaker Corp. He then 
embarked upon a career in research for the University of Michigan 
where he studied malleable and gray irons, electroplating, metals 
used in power plants and powder metallurgy. Joining the teaching 
staff of the university in 1937, Dr. Schneidewind is now professor 
of metallurgical engineering. He is an active member of the ASM 
and ASTM. In the AFS Dr. Schneidewind is chairman of the col- 
lege research projects committee, Educational Division, as well as 
a member of the executive and textbook committees. 
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AWARDS 


CLYDE L. FREAR—Honorary Life Member 


*~ Mr. Frear, senior materials engineer for the Bureau of 
Ships, United States Navy, is being presented an honorary life 
membership in the AFS in recognition of “his long-time contri- 
butions to the society and for his work in co-ordinating the casting 
processes with Naval requirements.” A graduate of Syracuse 
University, Syracuse, N. Y., and Queen’s University, Ontario, Mr. 
Frear taught at Lehigh University, Bethlehem, Pa., and for three 
years following World War I was assistant professor of materials 
and metals at the United States Naval Academy post graduate 
school, Annapolis, Md. Prior to joining the Bureau of Ships, he 
served two years as metallurgical engineer in the foundry division 
of Kelsey-Hayes Wheel Co., Detroit, and held a similar position 
with Pitcairn Co., Pittsburgh Valve & Fittings Division, Barber- 
ton, O. He is a frequent contributor to the technical press. 





RALPH L. LEE—Honorary Life Member 


ye Mr. Lee, a member of the public relations department of 
General Motors Corp., Detroit, is well known in the foundry indus- 
try as a result of his monthly feature, ‘‘Man to Man on the Molder’s 
Bench,” in THE FouNDRY and through numerous visits to foundries 
and talks before chapter meetings in all parts of the country. He 
is being honored with a society life membership “for his philo- 
sophical approach to the problems of the foundry industry and for 
his stimulation of pride of craftsmanship among foundrymen.” 
With the exception of his first job which was with National Cash 
Register Co., Dayton, O., Mr. Lee has been associated with the 
General Motors Corp., serving with many of its divisions. He has 
been particularly interested in ‘human engineering” in connection 
with training foremen and supervisory personnel—and in the small 
foundry he operates as a hobby at his home in Birmingham, Mich. 





EDWIN W. HORLEBEIN—Honorary Life Member 


¥%e In accordance with its custom, the society is honoring its 
retiring president, Edwin W. Horlebein, with life membership in 
the society. President of the Gibson & Kirk Co., Baltimore, Mr. 
Horlebein is a native of that city and was educated in its public 
schools. He served a machinist’s apprenticeship with the Balti- 
more & Ohio Railroad and during World War I was commissioned 
a second lieutenant. Following the war Mr. Horlebein joined the 
enginering department of the Dixie Mfg. Co., Baltimore, and in 1924 
became associated with his present company. He is a charter 
member of the society’s Chesapeake Chapter and was its first 
chairman. In serving the AFS, Mr. Horlebein has been a member 
of the executive committee of the Brass and Bronze Division, 
as well as a national director and vice president. He heads the 
Munitions Board’s Brass and Bronze Advisory Subcommittee. 
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NORTHEASTERN OHIO CHAPTER 


COMMITTEE MEI! 


General Committee 


WALTON I Woopy Honorary Chairman 
National Malleable & Steel Castings C« 
WILLIAM G. GuDE, Chairman 


FRED J. PFAR Vice Chairman 
Lake City Malleable Co 
\RTHUR J. HARLAN, Secretar 
Hickmar Williams & Ce 

F. RAY FLeic, Treasurer 
Smith Facing & Supply Ce 
HOWARD C. GOLLMAR 
Elyria Foundry Divisior Elyria, O 
WALTER E. SICHA 
Llu im Co. of America 
HENRY J. TRENKAMP 





Northeastern Ohio Day Committee 
JOHN A. SHARRITTS, Chairman 
Westinat cae Electric Cc 


LESLIE SCHUMAN Vice Chairman 





Nationa Malleable & Steel Castings Cc 
DAVID CLARK 
Forest City Foundries C¢ 
JOHN DAVE I 
Fulton Foundry & Machine (C¢ 
H. R. Doswe.i 
Permold Co Medina, O 
J. E. Dvorak 
Eberhard Mfg. Co 
GILBERT K. EGGLESTON 
Non-Ferrous Perma Mold In¢ Mansfield, O 
JacK J. KROECKER 
Aluminum Co. of Americ 
HENRY MACLER 






Sterling Foundry Co We ngtor oO 
RICHARD I Pop 
American Brake Shoe C Elyria. O 


L. E. Ray 
Werr 


er G. Smith Cc 





SIDNEY SIMMONS 
Lake City Malleable C¢ 
ERNEST F. THOMAS 
Or 0 Foundry Co 
MILTON TILLEY 
Natiorfal M eable & Steel Castings Co 
JOHN M. URBAN 
Fanner Mfz Co 
FRANK WEISEHAN 
Ferro Machine & Foundry ¢ 








HARLAN 
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Plant Visitation Committee 


I \ T. CROSBY Chatrman 
Sterling Wheelbarrow C 

JOHN SCHNEIDER, Vice ¢ 1 in 
Cleveland Electric I minating C 

B AIKEN 


Crucible Steel Casting & 
FRANK I BARTON 


Fulton Foundry & Machine C« 
Wal B. BIsHO 
ner G. Smith (¢ 
( D. HAYE 
S Chemical ¢ 
HIOWAE } Hey 
Fede il Fo indry = } ( 
I ) I HUEM ME 
Diamond Alka ( 
S I KELLY 
Eb ird Mfg. ¢ 
I W LEESEBER( 
Superior Foundry r 
( J. Leroux 
National Malleable & Stee Casting  &. 


Gor E. MILLER 
Osborn Mfg. Co 
JOHN S. PARKER 





Madison Foundry C« 
C HARI F. SEELBACH JI 

Forest City Foundries Co 
HAROLD STRATER 

North American Refractories C« 
tY TRENKAMP JR 
Foundry Co 
FRANK WEISEHAN 

Ferro Machine & Foundry C« 
THOMAS D. WE 





Vest Steel Casting Cx 


. 
Shop Course Committee 
VINCENT J. SEDLON, Chairman 
Master Pattern Co 
MAURIC F. Decor Vice Chairman 
Ferro Machine & Foundry Co 
J. C, BEATTIE 
Fulton Foundry & Machine Co 
CHARLES W BRIGG 


Steel Founders’ Society of Americ 
CHARLES O. BURGE 
Gray Iron Founder Society 


FRANK C. CECH 
Cleveland Trade §S 


\ IAM C. CoRR 

National Malleable & Stee! ¢ ting ( 
GFRALD M COVER 

Case Institute of Ts nology 


HOWARD C. GOLLMAR HENRY J. TRENKAMP 


General Committee 
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Banquet Committee 


GILBERT J. Nock, Chairman 
e Brick Co 
LINCOLN, Vice Chairman 
Lincoln & Co 
BARCZAK 
foundry Inc 








Smith Facing & Supply Co 
GEORG K. DReHER 
Educational Foundation 
JOUNSTON 

Republic Steel Corp 
LEON F.. MILLER ® 





LEROY P. ROBINSON 
Werner G. Smith Co 
JOHN H. TRESSLER 
Hickman, Williams & Co 


Ladies’ Entertainment Committee 


MR FRANK G. STEINEBACH, Chairman 


Mrs. GILBERT J. Nock, Vice Chairman 
MRS. GERALD M. COVER 

MR LEW r. Crossy 

MI MAURICE F. D&GLEY 

MR A. C. DENISON 


MR I VK J. Dost 
MR H. R. DOsSWe.i 
MRS k RAY FLE1G 
MR JAM G. GOLDII 
I 


IR IOWARD C GOLLMAR 


at 

Mrs. WILLIAM G. GuD 

MI \RTHUR J. HARLAN 
MR Howarp E. Hey! 

Mr rHoMAsS G. JOHNSTON 
M ] yp W LEESEBERG 
M Bert G. PARKER 

Mr FRED J. PFARR 

M PETER RETTIG 

MR LEROY P. ROBINSON 
MR I Lig N. SCHUMAN 
Mrs. CHARI F. SEELBACH JR 
Mrs. JOHN A. SHARRITTS 
Mr WALTER E. SICHA 





WALTER E. SICHA 


General Committee 
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Mrs. J. H. TRESSLER 
MRS. ARTHUR J. TUSCANY 
MR JOHN M. URBAN 
MR WALTON Woopy 
. > > 
Publicity Committee 
ROBERT H. HERRMANN, Chairman 
THE FOUNDRY 
STERLING N. FARMER, Vice Chairman 
Sand Products Corp 
EDWIN BREMER 
THE FOUNDRY 
WALDEMAR MECKES 
Werner G. Smith Co 
HAROLD WHEELER 


Superior In¢ 


Foundry 


. . 
Reception Committee 
POMEROY 

Malleable 
SEELBACH 
Foundry 
BAKER 
Foundry & Machine Co 
O 


Chairman 
& 


CLEVE H 
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Setting out molds o 
power conveyor line at 
Superior Foundry In 


Checking pattern dé 
tails in one department 
of Master Pattern Co 


Heavy machine mold 
ing in Aluminum Co. of 
America foundry 








VISITTATIONS 


AT CLEVELAND 


REPRESENTATIVE group of Cleveland’s 
A many foundries and pattern shops will be open 
for inspection by visitors to the AFS conven- 
tion in that city. Arrangements for plant visitations 
have been made by a committee of the Northeasteri: 
Ohio Chapter headed by Lewis T. Crosby, Sterling 
Wheelbarrow Co., as chairman and John Schneider, 
Cleveland Electric Illuminating Co., as vice chairman. 
Members of the committee will be available at a 
special booth located in Cleveland’s Public Auditorium 
to assist those planning to visit the various shops 
which will be open for inspection. The table at right 
lists the plants which may be visited and the hours 
during which foundrymen will be welcomed. Accom- 
panying illustrations depict operating scenes in a 
number of the brass and bronze, aluminum, gray iron, 
malleable iron and steel foundries and pattern shops 
included in the visitation schedule. 
Type of work performed at these plants and public 
transportation available from downtown Cleveland 


follow: 


Aluminum Co. of America, 2210 Harvard Ave.— Mech 
anized production of both large and small aluminum cast 
ings. Take Pearl limited bus No. 51 from Ontario and 
Prospect to West 25th and Denison; transfer to Harvard- 
Denison bus No. 18 east-bound to plant. Note: Visitors 
to this plant must register at the Plant Visitation booth 
not later than 1 p.m., May 8 


John Harsch Bronze & Foundry Co., 12502 Berea Rd. 
3ronze and aluminum castings production, employing 
squeezer, bench molding and rollover equipment. Take 
Airport bus No. 76 from Ontario and Superior to plant 


Republic Brass Co., 1623 East 45th St.—Mechanized 
production of plumbing supplies. Take Wade Park bus 
No. 4 or Hough Ave. bus No. 38 from Federal building 
at Public Square to 45th street. 


Master Pattern Co., 1315 Main St.—-Designs and man- 
ufactures permanent molds, wood and metal patterns 
and models. Plant most easily reached by short taxi rid¢ 
from downtown Cleveland. 


Motor Patterns Co., 3035 East 61st St.—Produces wood 
and metal patterns, coreboxes, driers and permanent 
molds. Take Woodland No. 12 or Buckeye No. 13 track- 
less trolleys from East Fourth and Prospect to East 55th 
and Woodland. Transfer to East 55th streetcar south- 
bound; alight at Truscon Ave. and walk east to plant. 


West Steel Casting Co., 805 East 70th St.._Semimech- 
anized production of truck, road machinery, machine tool 
and general jobbing castings. Take St. Clair car from 
Ontario and St. Clair to East 70th. Walk north to plant 
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Section 











Crucible Steel Casting Co., Almira Ave. and West 34th 
St.—Mechanized production of locomotive, machine tool, 
power shovel and miscellaneous castings up to 1000 lb 
wake Clark streetcar from south-west side of Public 
Square to plant 


Bowler Foundry Co., 4255 East 49:h St.—-Medium and 
heavy floor work on machine too] and general machinery 
gray iron castings. Take Pearl limited bus No. 51 from 
Ontario and Prospect to West 25th and Denison. Trans- 
fer to Harvard-Denison bus No. 18 east-bound to East 
‘9th and Harvard. Walk south on East 49th to plant. 


Fulton Foundry & Machine Co., East 75th and Morgan 
Ave.—Mechanized jobbing and semiproduction work on 
heavy machinery, forming die, engine and pressure gray 
iron castings. Take Union trackless trolley No. 15 from 
East Second and Prospect to East 74th and Union. Walk 
north on East 74th to Morgan 
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PLANT VISITATION SCHEDULE 
Mon. Tues. Thurs. 














NONFERROUS May 8 May 9 May 11 
*Aluminum Co 
of America 2-4 
John Harsch Bronze & Foundry Co. 2-4 
Republic Brass Co. 2-4 
PATTERN SHOPS 
Master Pattern Co. 2-4 2-4 
Motor Patterns Co. 9-12 9-12 
STEEL 
West Steel Casting Co. 8:30-11 8:30-11 
Crucible Steel Casting Co. 2-4 2-4 
HEAVY GRAY IRON 
Bowler Foundry Co. 2-4 2-4 
Fulton Foundry & Machine Co. 9-12 9-12 
LIGHT IRON 
Allyne-Ryan Foundry Co. 9-12 9-12 
Cleveland Foundry Co. 9-11:30 9-11:30 
Ohio Foundry Co. 9:30-11:30 — 
Forest City Foundries Co. 9-12 9-12 
Superior Foundry Inc. 1-3:30 1-3:30 
MALLEABLE 
Eberhard Mfg. Co. 9-12 2-4 
National Malleable & Steel 
Castings Co. 9-12 2-4 
Visitors to this plant must register not later than 1 p.m., May 8 
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Allyne-Ryan Foundry Co., Aetna Rd. and East 9lst St. 

Production of automotive and miscellaneous gray iro! 
castings. Take Cedar limited bus at Public Square t 
East 105th: transfer to 105th bus, south-bound to East 
93rd and Aetna. Walk west on Aetna to plant 


Cleveland Foundry Co., 2818 Harvard Ave.— Productior 
of burner, stove plate, electric motor and miscellaneou 
light and medium gray iron castings. Take Pear! limited 
bus No. 51 from Ontario and Prospect to West 25th and 
Denison. Transfer to Harvard-Denison bus No. 18 east 
bound to plant. 


Ohio Foundry Co., 9812 Quincey Ave.— Production 
automotive, machine tool, stoker, furnace and miscellane 
ous gray iron castings. Take Scovill bus N 11 fron 
East Fourth and Prospect to plant. 


Forest City Foundries Co., West 94th St. and Maywood 
Ave.—-Mechanized production of small and medium mis 
cellaneous gray iron castings. Take Clark streetcar fron 
south-west side of Public Square to West 94th and Den 
ison. Walk south on West 94th to plant. 


Superior Foundry Inc., 3542 East 7ist St...Mechanized 
production of light and heavy automotive, refrigeration 
tractor, valve and miscellaneous gray iron castings. Tak: 
Union trackless trolley No. 15 from Prospect t 
Second to East 71st and Union. Walk south 
71st to plant. 


Eberhard Mfg. Co., 2734 Tennyson Rd.— Mechanized 
production of automotive, electrical fittings and misce!l 
laneous malleable iron castings. Take Buckeye track 
less trolley No. 13 from East Fourth and Prospect t 
Tennyson and Buckeye. Walk south on Tennyson té 
plant 


National Malleable & Steel Castings Co., 10600 Quincy 
Ave.— Mechanized production of automotive, marine and 
miscellaneous malleable iron castings. Take Scovill bus 
No. 11 from East Fourth and Prospect to plant 


Top left—Cupola-air furnace duplex melting at the 
malleable iron foundry of Eberhard Mfg. Co. 





Left—Handling small cores in the modern coreroom 
of Cleveland Foundry Co. 


Below—Metal patternmaking department in one sec- 
tion of Motor Patterns Co. plant 
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Mechanized molding, 
conveyor line, Forest 


City Foundries Co. 


Tower ovens, coreroom 
of National Malleable 
& Steel Castings Co 








Below — Small casting 
molding line at Cruci- 
ble Steel Casting Co. 
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By DONALD J. REESE 
International Nickel Co. Inc. 
New York 


Economic 
Considerations 


MAGNESIUM — 


INCE A. P. Gagnebin and associates in the In- 
ternational Nickel Company Inc., and H. Morrogh 
and associates in the British Cast Iron Research 

Association made contemporary revelations of their 
respective work on the effect of magnesium or cerium 
additions to iron-carbon-silicon alloys, interest in the 
subject has been at an ever increasing rate through- 
out the world. As iron-base materials account for a 
very high all engineering materials 
used, the birth of a new iron-base material destined 
to win a significant position in the field of engineer- 
ing materials is an event worthy of this recognition. 

Though translation of the extensive research into 
foundry production is hardly one year old, thousands 
of tons of component parts have been produced. 
Axiomatic in the sound growth of these new mate- 
rials is a requirement they should only be produced 
by those able and willing to become skilled in produc- 
tion techniques. A further requirement is the new 
material should be fully “proof-tested” in its poten- 
material changes are ap- 


percentage of 


tial applications before 
proved. 

Just as we recognize the several types of steel as 
carbon, engineering alloy, stainless, tool steel, silico- 
steels, etc., and also the many grades in any one type, 
so in the magnesium-containing irons, there are 
several types and various grades in any one type. 
For example, there is a ferritic type of magnesium- 
containing iron and there are various grades within 
this type. Pure iron is a soft, ductile and moderate- 
strength material. Silicon additions within the limits 
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This twisted C-clamp illustrates the ductil- 
ity of magnesium-containing iron castings 


of 1 to 4 per cent modify its properties appreciably) 
Small amounts of manganese, phosphorus and sulphut 
usually present in commercial irons, if added to 
pure iron would also modify its properties. As silicon 
is added in appreciable quantities, 1 to 4 per cent, the 
properties of strength and hardness increase while 
ductility decreases. The properties of one type ol 
ductile iron parallel the properties of iron modified 
by silicon additions when all graphite present is in 
the spheroidal form and when due allowance is made 
for the small amount of impurities present in com- 
mercial irons. 

Yield strength of a ferritic malleable iron is of the 
order of 35,000 psi. Yield strength of a ferritic mag- 
necium-containing iron is of the order of 50,000 to 
75,000 psi. Probably two factors account for dif- 
ference in yield strength between the ferritic types 
of these two materials; one is the influence of silicon 
in the range of 1 to 4 per cent, and the other is the 
influence of an optimum form of graphite, a “sphe- 
roidal’’ form versus a nodular form. 

The various types of magnesium-containing iron 
are: Ferritic, intermediate ferritic-pearlitic, pearlitic 
acicular, martensitic and austenitic. 

There is real concern within the foundry industry 
whether these new engineering materials will become 
competitive to other ferrous materials, especially mal- 
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Ductile or nodular iron has been 
in commercial production only 
a relatively short period, but 
various factors influencing the 
application of this new engi- 
neering material are becoming 
more apparent. The author dis- 
cusses production costs, applic- 
able raw materials and specifi- 
cations for magnesium-contain- 
ing iron produced in cast form 





leable iron and steel, and win markets the latter 
now serve. Experience, repeated time and again in the 
past, where a new engineering material seemed to 
seriously challenge other well established materials, 
shows that industry eventually found a proper place to 
use them all in ever increasing quantities. An indus- 
trial nation like ours thrives on ingenuity and is never 
static in its methods and materials of manufacture 
There can be little argument that knowledge in the 
field of ferrous metallurgy has been significantly in- 
creased by the research investigation concerned with 
magnesium, cerium and calcium, and that this new 
knowledge will be helpful throughout the ferrous 
metal industry. 

Magnesium-containing iron techniques ought to 
be of interest to the producer of malleable iron. Why? 
The chemistry of malleable iron is generally 2.5 per 
cent carbon and 1 per cent silicon. This chemistry 
imposes several limitations; one is section size in 
sand-cast procedures; another is engineering proper- 
ties; and another, founding characteristics. As the 
properties of spheroidal graphite irons are only mildly 
affected by the amount of graphite present, the higher 
permissible carbons offer real aid in founding prob- 
lems. The important alloy value of silicon may be 
utilized and, almost irrespective of the amount of car- 
bon and silicon present, any section size may be pro- 
duced. There would be relief from manufacturing 
problems in many operations between pouring a mold 
and shipment, and appreciable reduction of capital 
tied up in materials in process. The producer of mal- 
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leable iron suffers from prolonged delivery limitations 
which could be reduced materially. 

If some of the magnesium-containing iron-carbon- 
silicon alloys are evaluated on the basis of their 
metallurgical structure and engineering properties, 
they might be called ‘‘graphitic steels.’”’” Though cur- 
rently accepted metallurgical definitions limit those 
materials which may properly be called “steel” to 
2 per cent carbon or less, some of these newly devel- 
oped materials pose a problem on terminology. 

The metallurgist knowing the brinell hardness num- 
ber of a piece of steel and wishing to ascertain its 
approximate strength multiplies the bhn by 500. 
At 200 bhn the piece of steel has about 100,000 psi 
tensile strength. The formula, tensile strength in 
pounds per square inch divided by the brinell hardness 
number equals 500, has a close parallel in properly 
made magnesium-containing irons. In the latter case 
the formula is: Tensile strength divided by the 
brinell hardness number equals 425; or the approxi- 
mate ultimate strength is the brinell hardness number 
multiplied by 425. 

Cost of Magnesium-Containing Iron—The cost of 
component parts processed by the foundry varies 
appreciably with such factors as: Metal cost, amount 
of metal required, complexity of part, facilities and 
know-how of producer, size of order, repetitiveness 
of the business, pattern rigging, acceptance specifi- 
cations, delivery requirements, etc. 

My discussion on the cost of magnesium-containing 
iron is concerned with that segment of cost defined 
as ‘metal cost’’ and also is limited to direct costs of 
the producer. This excludes his indirect cost, over- 
head, selling and administrative expense and profit. 
The elements of cost are: Hot metal, educational ex- 
pense, control expense, magnesium in some form (and 
ferroalloys) and royalties. 

Let us assume the cost of hot metal in a gray iron 
foundry, using cupola melting equipment, is $50 per 
net ton. This may or may not be a proper basic cost 
on which to compute the additional costs of the proc- 
ess. Why? Well, the influence of spheroidal graphite 
on the engineering properties of the product is so 
great that the quality of the base iron probably can 
be lowered without sacrificing attainable properties. 
We could say the cost | 


er ton of hot metal in pro- 
ducing a 60,000-psi flake graphite iron is greater 
than that required to produce a 40,000-psi iron, and 
its cost is greater than that required to produce a 
20,000-psi iron. The end properties of magnesium- 
containing iron will be approximately the same 
whether the base iron is 20,000, 40,000 or 60,000 psi. 

It is quite true that initial production of magne- 
sium-containing iron in a gray iron foundry with 
cupola melting will start with the $50 hot metal cost 
because the new material is only a small fraction 
of total metal requirements. Later on it may be a 
large fraction or even account for all the production, 
which will permit changing the base iron to that most 
economical. 

Two additional metal cost factors must be con- 
sidered; one is that the part should be redesigned 
in section up to the properties attainable in the new 
material: and the other is concerned with a possible 
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Part used on power lawnmower. Ductile cast iron 
piece is bent at right angle without cracking 


improvement in yield of salable product obtained from 
a ton of hot metal. 

Another illustration might be a malleable iron 
foundry using a cupola-air furnace duplex melting 
unit where we could assume a hot metal cost of $60 
per net ton. Would this be a proper basic cost on 
which to compute the additive costs of producing mag- 
nesium-containing irons? The probabilities are very 
real this would not be a proper basic-cost and that it 
would be appreciably higher than necessary. Why? 
Well, the broader latitude in carbon and silicon chem- 
istry would provide a wider choice in the selection of 
raw materials, some of which would be lower in cost. 
The factors of improved yield of salable product per 
unit of hot metal, and losses due to cracking, break- 
ing and distortion of white iron, would be eliminated 
all of which reflect in lowered costs. Melting would 
be a simpler problem. The high fluidity of a 3.5 per 
cent carbon iron versus a 2.5 per cent carbon iron, 
particularly when further corrected for the carbon 
equivalent of higher silicon, would lower the present 
requirement for 2850 to 2925° F tapping temperatures 
and lessen the need for pigging metal around the 
foundry because of temperature. The manganese and 
phosphorus chemistry of current malleable iron prac- 
tice fits the requirements for ductile iron very nicely 
except that current adjustments of manganese to 
balance sulphur would be eliminated. 

Having assumed a base metal cost of $50 in a gray 
iron foundry and a base metal cost of $60 in a mal- 
leable iron foundry, let us assume a further base 
metal cost of $70 in a foundry producing graphitic 
steel of approximately 1.5 per cent carbon and 1.0 
per silicon. And then assuming a blast furnace hot 
metal cost of $35 per net ton, we can say that if the 
blast furnace metal was treated with adequate 
amounts of magnesium and poured into the same 
component parts now being made of graphitic steel, 
then the two materials or the component parts made 
of the two materials could have approximately equal 
engineering properties and that founding and manu- 
facturing process problems would be in favor of the 
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magnesium-containing blast furnace metal. 

Cducational expense is an important element ol 
cost. It represents capital invested to acquire know- 
how and to “proof-test” the new material, and man- 
agement expects this investment to be paid back. In 
many uses appreciable capital expenditure for “‘educa- 
tional” purposes cannot be avoided. These unavoid- 
able expenses are concerned with the proof-testing and 
the certification of new engineering materials. How- 
ever, much of the producers’ educational expense maj 
be for his acquisition of know-how. In this field h 
may absorb the experience of others or go off on his 
own and learn the hard way. If he absorbs the long 
experience of others and uses good judgment and 
restraint in exploiting the development he will in- 
cur only nominal expense, but without these factors 
educational expense can be very high. 

A third element of cost is control expense. It is 
essential to know the sulphur chemistry of the iron 
carbon-silicon alloys to be magnesium treated, as the 
first function of magnecium is to eliminate sulphut 
A year ago few private or commercial laboratories 
were equipped or informed on methods for determin- 
ing magnesium in iron. The cost of making a magne- 
sium determination was often $5 and as much as $10. 
Today laboratories are equipped to make the determi- 
nations and some make them for $1.25 per one sample 
per day. The foundry which has been checking the 
chemistry and engineering properties of its product 
frequently would experience approximately the same 
control expense in making ductile iron. The foundry 
which does not have facilities to check the -chemistry 
and engineering properties of its products, but sends 
occasional specimens to commercial laboratories fo! 
checking, will experience additional control expense 
with ductile iron. Many malleable iron and steel 
foundries would not be affected by control expense on 
ductile iron but many jobbing gray iron foundries 
would. One foundry producing ductile iron in its gra) 
iron foundry has been spending about $40 per prod 
uct ton in control expense where its normal control 
expense on gray iron is very nominal. 

The further element of expense is concerned with 
the additions of magnesium alloys to the metal. Al- 
though I have placed this element of expense in fourth 
position, this is the item that concerns most people. 
The objective is to use about one dollar’s worth of 
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magnesium for two purposes; one to desulphurize, the 
other to produce a spheroidal form of graphite. This 
may be done with metallic magnesium but, since it 
oxidizes readily and has a low gravity, other forms of 
magnesium, such as magnesium alloys, are preferred 
to metallic magnesium. 

A variety of magnesium alloys have become avail- 
able for this purpose, generally selling in the price 
range of 15 to 75 cents per pound although some are 
higher priced. Most producers of these alloys have 
had limited production experience and limited markets 
for their product, and it is probable that current 
magnesium alloys prices will be bettered when pro- 
duction experience and large markets accrue. Some of 
the magnesium alloys are nickel base, some are iron 
base, some are copper base, and there are a variety of 
others. If the introduction of nickel or copper or 
some other alloy along with magnesium serves no 
useful metallurgical need, or in an extreme case 
actually poses an impossible metallurgical situation, 
it is obvious an improper alloy is being used. 

There are instances where real metallurgical needs 
are compatible with the basic objective of producing 
spheroidal graphite and other cases where they are 
not. Suppose a piston ring foundry with a product 
yield of 30 per cent per unit of hot metal employed 
an 80 per cent Ni 20 per cent Mg alloy and used 1 
per cent of this alloy. The initial production would 





Heavy machine castings made of duc- 
tile iron. Base at left has net weight of 
approximately 40,000 lb. View above 
illustrates method of gating a casting 
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contain 0.8 per cent Ni, but if the 70 per cent sprue 
and gates were used in the next heat it would con- 
tain 0.56 Ni plus another 0.8 added with the Mg alloy, 
and the second heat would have 1.36 per cent Ni. 
There would be a continual build up of nickel in the 
product effecting continual unwanted metallurgical 
changes in the product. A proper alloy to ure in this 
case would be an iron-base magnesium alloy. Suppose 
a malleable foundry intending to produce ferritic 
malleable used a 70 per cent Cu 30 per cent Mg alloy 
and had a yield of 43 per cent. As revert was recycled 
back to the melting unit there would be a continuous 
increase in the Cu content of the product and from 
the malleable iron viewpoint the trend would be away 
from ferritic malleable to pearlitic malleable. 

If we can accept the principle that the selection of 
a proper type of magnesium alloy must satisfy both 
economic and metallurgical objectives, then in the 
case of malleable iron we would not use 40 pounds 
of a 70 per cent Cu 30 per cent Mg alloy costing 70 
cents per pound for production (and debit Cu with 
the additional cost of annealing to decompose pearlitic 
to ferrite) but would probably use some iron-base 
magnesium alloy at a lower cost. 


Cost of Alloys May Vary Widely 


As the cost of the various magnesium alloys ranges 
between 15 and 75 cents per pound, as the use of these 
alloys per 2000 pounds of hot metal ranges from 15 
to 70 pounds, and as the yield of salable product per ton 
of hot metal ranges from 30 to 90 per cent, one may 
select appropriate values for x (cost of alloy per 
pound), y (number of pounds) and z (per cent yield 
of salable product per unit of metal treated) in accord 
with one’s desire to prove the process either modest 
or prohibitive in cost. With a 15-cent alloy, with the use 
of 15 pounds of the alloy, and with a 90 per cent yield, 
a product ton costs $2.50 for treatment. With a 75-cent 
alloy, with 70 pounds of alloy, and with a 30 per cent 
yield, a product ton costs $175 for treatment. 

If one is realistic and wants to appraise probable 
costs he might figure 20 cents per pound alloy cost, 
30 pounds used and a 60 per cent yield, which figures 
$10 per product ton for treatment. Normally the 
range of cost per product ton will be within the limits 
of $5 and $20. Referring back to the assumed costs 
of $35, $50, $60 and $70 referred to earlier for blast 
furnace, cupola, cupola-air furnace malleable iron, and 
graphitic steel, it might be pointed out that all or 
some of the treatment cost may be absorbed by lower- 
ing base metal costs. 

The fifth element of cost is royalties. My company 
has been licensing and instructing companies in the 
production of magnesium-containing irons; the license 
involves a small annual minimum royalty in lieu 
of a tonnage royalty. 

Raw Materials—tThe selection of raw materials to 
be used in the production of magnesium-containing 
iron will vary with the cost of raw materials, the 
type of melting furnace, grades of ore and burdens 
used in the blast furnace, with acid or basic melt- 
ing practice, with the procedures in any one foundry, 
and with the most readily available raw materials 
in the producing area. These conditions vary widely 
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Wrench made of ductile cast iron has sec- 
tion size of %%-in. and is about 2 ft long 


from time to time in the United States and vary much 
more from the world viewpoint. 

The chemistry objective in melting for the produc- 
tion of magnesium-containing iron is to obtain opti- 
mum values in carbon, silicon, manganese and phos- 
phorus and minimum values in subversive elements. 

The economic objective in melting for the pro- 
duction of magnesium-containing iron is to achieve 
the optimum chemistry with low-cost raw materials 
and low-cost techniques. Often, but not always, these 
two conditions can be readily satisfied with blast fur- 
race metal. Blast furnace metal may not match the 
chemistry objective with certain types of ore or if 
the burden includes certain types of metallics. Dur- 
ing World War II the burden in some blast furnaces 
in the United States included metallics to help in- 
creace hot metal output. When tin-coated cans were 
need the pig iron contained tin, a subversive element 
in the manufacture of malleable iron and magnesium- 
containing iron. Titanium is a subversive element in 
the manufacture of magnesium-containing iron when 
nrecent in the product in appreciable amounts, and 
nig irons produced from titanivm-bearing ores should 
he used with knowledge of safe limits on titanium. 

The cost of converting solid metallics to liquid metal 
of adequate chemictry and temperature is quite low 
in cupola melting. Generally the cost of cupola-pro- 
duced hot metal is greater than the cost of blast fur- 
nace metal, but when certain types of scrap are used 
or when the cost of scrap is low, cupola hot metal 
costs may be lower. A requisite in the melting depart- 
ment of a foundry is that the furnace should utilize 
“revert” metal, the use of direct metal being limited 
to processes where “revert” metal can be utilized 
elsewhere. 

As the cupola is a carburizing-melting furnece, the 
metallic charge may be low in carbon even though 
a carbon of 3.4 to 3.8 per cent may be desired in the 
product. Up to now most cupola melting in the United 
States has been with fire-clay refractories (acid re- 
fractories). During the war a number of cupolas 
were operated with basic refractories, mainly in 
duplexing or triplexing operations, where low sulphur 
was desired in the end product, usually steel. It has 
heen pointed out in previous articles that basic cupola 
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refractory practice would be attractive in the produc 
tion of magnesium-containing irons and that basic 
cupola operation would probably mature with the 
growth of these new materials. Basic cupola melting 
differs from acid cupola melting in that low-sulphur 
instead of high-sulphur products are achieved, the 
rate of carburizing is greater, the loss of “acid el 
ments”’ such as silicon is greater, and the loss of 
“basic elements’’ such as manganese or magnesium is 
less. Even though basic refractories cost about five 
times as much as first quality fire-clay refractories, 
this element of additional cost should be readily com 
pensated for in the final costs of producing the mag 
nesium-containing irons. 

teference previously was made to a piston ring 
foundry and a malleable iron foundry, with yields of 
30 and 40 per cent, respectively, to direct attention 
to the selection of the proper type of magnesium 
alloy. Now, if basic melting is used, the end product 
will be relatively high in carbon—approximately 3.8 
to 4.0 per cent—completely compatible with the light 
section component parts, and the sulphur would be 
low, of the order of 0.02 per cent. This would requir: 
a minimum addition of magnesium alloy and permit 
the probable use of iron-, nickel- or copper-base mag- 
nesium alloys. 

Many of the normal grades of bessemer or malleabl 
pig irons may be used in the production of ductil 
iron. Many producers of merchant pig iron are fur- 
nishing a low-phosphorus or a low-phosphorus and 
low-manganese pig iron for this market. Practicall) 
any type of carbon steel, when adequately sized, is 
a good raw material. Automotive type cast iron scrap 
can also be generously utilized. 

Specifications—It will be some time before an) 
code making body or one of its committees will have 
time to study data on these new engineering materials 
ind draft specifications. Meanwhile the materials aré 
heing produced and consumed. Some consumers hav: 
drafted their own specifications and others have asked 
for assistance in specifying the material. 

We have not yet had time to test all types, grades and 
sections involved, but producers have furnished us 
det. on a great many tests made on 1-in. keel bar 
ections of several types of this material. About 800 
specimens produced commercially determined the basis 
for the following temporary specifications. 

The minimum properties for any grade of a full) 
pearlitic type of magnesium containing iron showed: 


TS psi 
90,000 


Grade 
90-65-02 


YS psi EK‘ 
65,000 2.0 


The minimum properties for two grades of an in 
termediate ferritic-pearlitic type showed: 


Grade TS psi YS psi E% 
80-60-05 80,000 60,000 5.0 
70-50-08 70,000 50,000 8.0 


The minimum properties for any grade of a ferritk 
type showed: 
Grade 
60-45-15 
These properties are for irons containing not mort 
than 0.10 per cent phosphorus. 


TS psi 
60,000 


YS psi E% 
45,000 15.0 
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Part for rear axle hous- 
ing employed on heavy 
earth-moving machine 








Two views of shotgun 
receiver casting. Note 
bent sections at bottom 








Ductile iron castings 
used on the covers of 
water softener tanks 





Views of opposite sides 
of dies used in forming 
wrought steel pipe 
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is the first in another 
ries of articles devoted to 
etallurgical considerations in 
the casting of tin bronzes. The 
present series will discuss 
gating, risering and the basic 
principles of casting feeding. 
Previous articles included “Sol- 
idification Mechanism of Tin 
Bronzes,” presented in April 
and May, 1948, and “Effect 
of Gases on Tin Bronze,” pub- 
lished in November and De- 
cember, 1948 
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TIN BRONZE 


N A PREVIOUS series of articles,':* the author 
4 expressed the opinion that the first of variables 

affecting soundness of the tin bronzes is th 
mechanism of dendritic growth, which is largely de- 
pendent upon the pouring temperature, since the 
quicker the metal freezes in the mold, the smaller ar: 
the dendrites. These, being small, offer less impedenc: 
to the molten metal flowing between the individual! 
dendrites and the dendritic branches. 

The second variable is the presence of more or! 
less gas in the molten metal. This gas, being ejected 
at the moment of solidification, would have an ap- 
preciable effect upon the ability of the molten metal! 
to fill the spaces between the dendrites. It was pointed 
out in the second of the articles, and also in thoss 
of other authors, that the lack of feeding between 
the dendrites and into the dendritic spaces would re- 
sult in porosity in the casting. The amount of this 
porosity may range from well dispersed microscopic 
cavities to large gas holes, such as may be present 
when the metal purges in the mold. 

Assuming that we have absolutely gas-free metal 
and pour this metal into the mold at the correct 
temperature to give optimum physical properties, 














Fig. 1—Pouring tall vertical cylinder. 


A—De- 
signed top of cylinder. B—Circular runner. C— mold. 
Pencil gate. D—Solidifying metal. E—Solid metal. 





Fig. 2—Solidification of metal in a closed 
A—Skin formation. B—Beginning of 
the shrinkage cavity. C—Solidification complete 























By CLYDE L. FREAR 


Senior Materials Engineer 
Bureau of Ships 
Department of the Navy 
Washington 


CASTINGS 


there is yet a third variable which has a distinct bear- 
ing upon the soundness of the completed casting. If 
we do not provide complete feeding until the casting 
itself is entirely solid, porosity will probably result 
regardless of whether the other two variables have 
been kept under full control. It is usual to provide 
feeding risers, but little or nothing is commonly done 
to keep these risers open to the atmosphere while 
the casting is solidifying. 

This may not be entirely the fault of the foundry- 
man, however, as only recently have methods been de- 
veloped to delay metal solidification in nonferrous 
risers in order to keep them open until the casting 
has frozen. The surface of an open riser will freeze 
over first where it is in contact with the air. Once the 
surface is completely frozen over, regardless of 
whether the remainder of the riser is still molten, 
feeding from this riser will practically cease. When 
feeding stops the riser may become more of a liability 
than an asset. Usually we would be better off if the 
riser could be removed from the casting at the instant 
its surface is completely frozen, because at this point 
it may start drawing metal from the casting. 


Solidification in Mold Cavities—Before taking up 

















































a detailed study of riser design it will probably be 
best to give some consideration to the mechanics of 
solidification of metal in molds of simple design. Let 
us consider a simple rectangular casting, approxi- 
mately 2 x 4 8 inches—a metal brick cast vertical- 
ly in the mold. It has been said that a brick is the 
hardest shape to cast without shrinkage. This may 
be partly true, but the difficulty may be more psy- 
chological than metallurgical. It may be that a rec- 
tangular casting appears to be so simple that little 
care is given to providing correct risering. With in- 
tricate shapes, on the other hand, the molder is 
usually careful in his selection of gating and risering 
and a better casting is obtained. 

As an example of this simple rectangular casting, 
consider a cavity of the correct size, upright in the 
mold, such a shown in Fig. 2A, completely filled with 
molten metal just ready to freeze. For the present 
we won’t worry how the metal was placed in the mold; 
all we want at first is the completely filled mold 
cavity. This metal, being at the freezing temperature, 
is ready to start freezing as soon as any heat is re- 
moved. The first heat removed will be from the metal 
lying against the sand surface of the mold cavity and 
will result in the formation of a thin skin of solid 
metal completely lining the mold cavity. Conduction 
of heat from the interior will occur more slowly as this 
heat must traverse the metal layer and the heated 
sand surrounding the mold cavity. 

On solidifying, the total volume of the metal in 
the mold will be reduced by an amount equal to the 
liquid-to-solid shrinkage. If the chilled envelope is 
completely impervious and has unlimited strength, 
the shrinkage of the next metal to solidify within 
this envelope would cause a very slight cavity to form 
at the top, as shown in Fig. 2B. This cavity is a vacu- 
um. Continued solidification will cause an enlargement 
of this shrinkage cavity. When solidification is com- 
plete, the volume of this shrinkage cavity should 
theoretically be exactly the (Please turn to page 288) 
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Fig. 3—Metal solidification. A—Effect of atmospheric pres- 
sure with unbroken skin. B—Shrinkage with rapidly growing 
dendrites. C—Shrinkage when atmospheric pressure enters mold 
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Fig. 1—Sectional view of centrifugally cast 
soil pipe illustrates uniform wall thickness 


rg “N HE centrifugal casting process, long employed 
for the making of cast iron pressure pipe, is 
finding wider adoption for production of soil 
pipe. This development has been particularly marked 
since the war, concurrent with the rapid expansion 
in building activity and its accompanying heavy re- 
quirements for this cast tubular product. 

One leading soil pipe producer which recently com- 
pleted installation of centrifugal casting equipment is 
Combustion Engineering Superheater Inc. The process 
it employs at its Chattanooga, Tenn., foundry is 
particularly interesting from the standpoints of the 
high degree of mechanization, dimensional accuracy 
of the pipe, and production volume attained. The 
pipe is marketed under the trade name Superspun. 

Combustion makes use of the Rol-O-Cast machine 
developed by the Herman Pneumatic Machine Co., 
Pittsburgh. This machine, which casts the pipe in 
sand-lined flasks, has been combined with an effi- 
cient self-contained sand handling system furnished 
by the C. O. Bartlett & Snow Co., Cleveland. Nerve 
center of the complete installation is an electronic 
control system; it automatically directs some 25 timed 
sequences in each complete cycle of operation. The 
unit requires approximately two minutes for each 
cycle, producing simultaneously four 5-ft. lengths of 
10-lb, 4-in. ID pipe—the most popular size—in that 
period, and can turn out 100 or more lengths an 
hour. It is also possible to make pipe in diameters 
down to 2 in. on this machine. 

The company for many years has produced soil 
pipe in static molds and still uses this practice for 
a large part of its total output. The centrifugal unit 
has been set up near the center of the foundry so as 
to be conveniently situated with respect to the melt- 


128 





ing department, and the observer is provided a marked 
contrast between the old and new casting methods 
Probably most noticeable is the saving in manual 
effort effected by the centrifugal casting process 
Operators required by the new unit include only 
one man to supervise the controls and set the hub 
cores, two pourers, and two men at the shakeout to 
remove the pipe. Additional men are employed in 
the sand preparation and coremaking departments. 

The actual molding and casting operations are r‘ 
latively simple; but the hydraulic and pneumati 
mechanism and electric controls that make them 
possible are engineering achievements of a _ high 
order. To provide the reader a quick explanation of 
what the process involves, the sketch of Fig. 5 shows 
cross-sectional views taken from the center of one 
of the machine’s four flasks during the principal steps 
of one complete molding and casting cycle. How each 
of these various steps is accomplished will be ex 
plained later. 

The cylindrical flask first is filled with sand. It 
is then spun at 1000 rpm and the centrifugal action 
compresses the sand to form a cavity of irregular 
outline at the center. To smooth the sand surface 
and give the mold the desired inside diameter a man 
drel is inserted and, with the flask speed reduced 
to 600 rpm, is offset horizontally a predetermined 
amount toward the wall of the flask. The mandr 
is free to revolve on a bearing mounting and com 
presses the cand further to form a smooth inner mol 
surface of the required diameter. Once the mandré 
is withdrawn the flask speed is raised to 850 rpn 
and the iron is poured. Thirty seconds later the meta 
has cooled sufficiently for the formed pipe and sur 
rounding sand to be ejected from the flask. 
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Fig. 2 — Front view of 

casting machine. Sand 

is fed to flasks by the 
four overhead belts 


Fig. 3 Rear view of 

casting machine. Man- 

drels to form mold sur- 
face are retracted 


Fig. 4 Sand is fun- 

nelled into the flasks 
when latter are tilted 
to 45-degree angle 
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Fig. 5—Sketch showing cross-sectional views of one of the four flasks 
during the principal steps of one complete molding and casting cycle 


Figs. 2 and 3 show front, or pouring, and rear ends, 
respectively, of the machine. The chief operator con- 
trols the machine from his station on the platform 
seen in Fig. 3. Above the machine in Fig. 2 may be 
seen pulleys of the four belt conveyors which draw 
sand from an overhead hopper and automatically 
feed it in the required amount into the four flasks. 
For this operation the flasks, which of course are in 
a horizontal position during actual casting of the pipe, 
are tilted by hydraulic power to a 45 degree angle, 
and the sand is deposited through funnels as shown 
in Fig. 4. When the flasks are returned to the hori- 
zontal position and spun, the ends are covered by the 
round pilot bearings seen at the bottom of Fig. 4 


Fig. 6—Hooded shakeout screen receives pipe from 
under-floor conveyor leading from casting machine 


130 


to retain and form the sand while the molds are be 
ing shaped. They also provide bearings for ends of 
the mandrels when the latter are inserted. Similar 
covers swing into position on the hub ends. 

The mandrels which give the molds their final 
diameter and form core prints for the hubs are in 
the retracted position in Fig. 3. After they are with- 
drawn, and before the metal is poured, dry sand 
cores are placed in position to form the bell or hub 
at one end of the pipe. Four cores of the type shown 
at the right in Fig. 8 are located by hand by the ma- 
chine operator on a fixture which moves up to the 
revolving molds where they are automatically picked 
off and positioned. (Please turn to page 258) 





Fig. 7—Sand from shakeout is returned by convey- 
or belt to storage bin for preparation and reuse 
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IRON POURED 


Fig. 8 (top right) 

Part of the sand de- 
partment. Cores at 
right form pipe hub 


Fig. 9 Filling the 
reservoirs with hot 
metal prior to pour- 
ing revolving molds 


Fig. 10 —Tilting the 
reservoirs directs 
metal via pouring 
spouts into molds 
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What the Foundry 


of the PATTIE 


HE answer to what the foundry expects of the 
T pattern shop might be expressed in few words in 
different ways, by different individuals By some 
foundrymen it would simply be “better patterns” and 
by some purchasing agents simply ‘cheaper patterns.” 
In defense of the pattern shop, probably neither of 
these answers would be generally justifiable; in fact, 
there is such a difference in foundry practice that a 
pattern completely acceptable or even as specified by 
one foundryman would be considered entirely wrong 
or inadequate by another. 

It is true that patternmakers, by virtue of being a 
small, closely knit craft, are among the highest paid 
craftsmen in the foundry industry; therefore, the 
foundry should have the right to expect not only top 
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quality and workmanship, but also judgment in the 
planning and making of pattern equipment. 
of the high wages paid patternmakers, the purchas 
ing agent is inclined to the belief that pattern costs 
are too high. Sometimes this forces the pattern shop 
to relent under pressure and supply patterns cheape1 
in first cost but not adequate for good foundry pro 
duction. Such patterns usually are much more ex- 
pensive in the final analysis of casting costs, pattern 
maintenance and early pattern replacement. 

Many varied situations and relationships exist be- 
tween foundries and pattern shops, and to cover them 
all would open up an almost endless discussion. We 


3ecause 


have the commercial pattern shop and the captive 
pattern shop, and we have the captive foundry and 
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Co-operative planning by the engineering department, pattern shop and foundry 


offers the best procedure for economic and efficient production of castings, 


the author maintains. 


This paper, presented before a recent meeting of the 


Chicago Chapter of the AFS, also details various patternmaking fundamentals 


the commercial or jobbing foundry. At times the 
commercial pattern shop is called upon to make pat- 
terns for the ultimate casting consumer, and the 
foundry is not brought into the picture until the pat- 
terns are made and the order ready to be placed for 
castings. This is not fair to either the pattern shop 
or to the foundry. 

Sometimes the commercial pattern shop knows to 
what foundry the pattern will first be sent and can 
at least co-operate with that foundry in the making 
and rigging of the pattern. At times the commercial 
pattern shop makes patterns as overflow work from a 
company’s captive pattern shop, and these patterns 
may go into the company’s own foundry or to outside 
jobbing foundries. Considering these conditions, it 
is easily understandable that pattern equipment 
should be as flexible and yet as standard as possible 
and that setups for some particular foundry’s rather 
special equipment should be avoided as much as pos- 
sible. Many varying conditions surrounding the cap- 
tive pattern shop have been encountered. In one in- 
stance with which the author was familiar the super- 
intendent was as much of a dictator as John L. Lewis. 
He furnished pattern equipment of his choice to the 
company’s foundry with no more regard for the ulti- 
mate cost of castings than John L. has for the cost 
of coal to the consumer. This pattern shop operated 
on a budget and the lowest new-pattern cost reflected 


Expects 
SHOP 


to the credit of the pattern superintendent and to the 
complete disadvantage of the company’s foundry and 
of the cost of castings to the company. Such a situa- 
tion is, of course, deplorable and cannot and ob- 
viously did not continue for long. 

In general, captive pattern shops, if not directly 
under general foundry management, are under gen- 
eral plant management and on a co-operating and 
co-operative basis with the foundry. The captive 
pattern shop may make patterns to be used in the 
company’s own foundry or it may also make patterns 
to be used in outside foundries. In either case it is 
usually in a position to co-operate with the foundry 
which is to use the pattern equipment. 

The staffs of many larger companies have a pattern 
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engineer, whose duties are actually those of liaison 
between the engineering or development engineering 
departments, the pattern shop and the various found- 
ry departments, including molding, core, cleaning, 
and industrial engineering or time study departments, 
if the castings are to be made in the company’s own 
foundry. If patterns and/or castings are to be made 
in outside shops, the pattern engineer works through 
the company’s purchasing department in contact with 
the outside shops. This arrangement of a pattern 
engineer has been found to yield untold benefits in 
saving time and money and improving production. 

When, in smaller scale operations, there is no pat- 
tern engineer, then the same results should be ob- 
tained by close co-operation between the correspond- 
ing individuals and departments, and it would seem 
logical that the pattern shop should be the liaison 
between the engineering department and the various 
foundry departments. 


Usually Reasonable and Co-operative 


On many occasions we have heard the engineering 
department cussed and discussed for a particular de- 
sign, either by the pattern shop when making a 
pattern or by the foundry after receiving a pattern. 
In a fairly broad relationship, however, working with 
engineers, pattern shops and foundries, sometimes 
on the purchasing end, sometimes on the selling end, 
I personally have found engineers reasonable, ex- 
tremely co-operative and anxious to obtain the best 
castings with maximum advantage to the pattern 
shop and foundry. It is a fact, too, that our engi- 
neers of today are being better educated in foundry 
practice and have a better understanding and realiza- 
tion of foundry problems than did our general run 
of engineers in the past. 

I might also add that I have known some extremely 
arbitrary pattern shop superintendents who seemed to 
take the attitude of “This is the way they designed 
it—this is the way we'll make it.” 

The problem then resolves itself into one com- 
plete co-operation between the engineering depart- 
ment, pattern shop and foundry involved and, if we 
were to answer generally “what the foundry expects 
of the pattern shop,” the most valuable answer would 
be “close and complete co-operation.” 

Assuming, that this co-operation does exist, as it 
should, and assuming that the pattern shop will be 
the liaison, it is natural that certain definite informa- 
tion must be furnished by the foundry departments 
before the pattern is started, or even before its 
cost is estimated. We must assume also, of course, 
that the production department or purchasing de- 
partment specifies the correct quantity of castings to 
be made from the pattern equipment, as that correct 
information is essential (Please turn to page 306) 
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The important influence of heading and gat- 
ing on quality, cost and yield in the steel 
foundry is illustrated by the authors by citing 
examples of specific castings. This paper 
was presented at the Wisconsin Regional 
Foundry Conference, Milwaukee, Feb. 9-10 


By FRED B. RIGGAN 
and HAROLD SCHULTE 


The Key Co. 
East St. Louis, Ill 


ings, we feel the heading and gating practice 

exerts the most important influence on the other 
operations. What might be considered the ‘“‘wheel”’ of 
production would have heading and gating as its 
hub. The six spokes of this wheel would be (1) 
pattern construction, (2) design, (3) yield, (4) cost, 
(5) quality, and (6) delivery. All of the spokes are 
equally important in supporting the rim and allow- 
ing the production wheel to roll. 

The Key Co. produces oil refinery and power plant 
equipment and high-quality commercial steel cast- 
ings. We operate our own pattern shop, machine 
shop and engineering offices. Acid electric melting 
and bottom-pour ladles are employed. 

Pattern Construction—Before any pattern construc- 


[ THE different methods of producing steel cast- 
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tion begins, the pattern shop foreman is instructed 
from a print just how the pattern is to be headed 
and gated. For example, we were presented the prob- 
lem of producing a fairly large quantity of 46-lb, 
two-hole flanged fittings (Fig. 1). Our sales department 
reported the original producer had trouble with shifts 
and dirt and was unable to maintain casting con- 
tours. The casting had been made in a horizontal 
position with two patterns per mold. Yield was low, 
burning was excessive and considerable grinding was 
involved. 

A vertical method of pattern construction was 
selected at our foundry (Figs. 2 and 3), allowing the 
heavy flange to be cast down. This change permitted 
doubling the number of pieces in the mold without a 
corresponding increase in flask size. The castings 
then could be gated from the bottom. A special Wash- 
burn core arrangement was used which gave cound 
castings, a sharp reduction in cleaning room cost and 
a 62% per cent yield. With this setup 3500 castings 
were produced; only one was questioned by the cus- 
tomer. 

Another example is shown in Fig. 4—a three- 
flanged sprocket into which teeth are machined. This 
casting was made in a vertical position with an in- 
ternal riser. Here the casting served as an insulator, 
and the riser was more efficient using a 1-in. thick 
core. The casting was poured down the riser and a 
yield of 75 per cent resulted. 

Fig. 5 illustrates pattern construction and the 
heading and gating system of a 12-in. bearing casting. 
It also was made vertically. Eight patterns were 
easily arranged in a 24 x 30 in. flask. Only two 
risers were needed—one open and the other blind. 

Design—Every effort should be made by the found- 
ry to supply castings to customers’ specification. 
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However, often it is possible to make slight changes 
in design—-with the customer’s approval—and make 
a better casting at increased yield and lower overall 
costs. As an example, Fig. 6 shows how, by a very 
slight increase in metal thickness between the flange 
and the seat section area, it was possible to feed the 
flanges, body and seat areas without risering the 
seats. 

Fig. 7 indicates the methods used before and after 
a design change was made. The old setup had these 
undesirable features: Excessive burning and grinding; 
only four patterns per mold; knock-off cores that 
were difficult and expensive to attach. The new set- 
up, with the casting’s upper section increased, over- 
came these disadvantages. 

Fig. 8, showing a section cut from the center of 
weldable U-bend casting, illustrates the use of a 


graduated wall. The thickest section is at the riser 


attachment and gradually thins out as it moves away 
from the riser, with the resulting solid section shown. 

A large T-in. valve body is depicted in Figs. 9 
and 10. Permission was received to increase the metal 
section between the flange and the seat area, and 
here again the necessity of risering the seat areas 
was eliminated. 
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Quality —The inspection department, of course, 
maintains the quality standards, but so that the cast- 
ings will pass inspection without too much unnecessary 
work our foundry has established certain definite pro- 
cedures, such as: 

1. Temperature control. In some cases we have 
found that a 50-degree variation in temperature was 
the difference between success and failure. 

2. Gating into a riser tangentially wherever pos- 
sible. 

3. Pouring up-hill to eliminate scabs and misruns 

4. Keeping gate or runners full at all times. The 
gate area should equal the area of the down gate. If 
the runner is too large, the gate is likely to scab. 
If the runner is too small, a squirting action causes 
erosion of mold and core surfaces. 

5. Using a half-round-shaped gate to allow harder 
and easier ramming. 

6. Setting up all patterns in our own pattern shop 
including even the short-run jobs. This cuts to a 
minimum the human element in the molding de- 
partment. To assist the pattern shop in controlling 
the high cost of this practice, we use a flexible rubber 
material for gates. It is made up for us and sold 
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by us in seven different sizes from 1% to 24% in. half- 
rounds. 

A 12-in. valve body weighing 3807 lb gross is shown 
in Fig. 11. A 2-in. down gate was used with two run- 
ners 2 in. half-round. Note flat cope surface. Fig. 12 
shows a welding flange casting with the riser at- 
tached internally. With this the machined flange 
face is cast down and the casting poured up hill. 

The small valve body shown in Fig. 13 illustrates 
a method which thoroughly feeds the flanges and 
seats and results in a quality casting. Note gating 
into riser. Almost the same method but on a larger 
scale is shown in Fig. 14. 

Yield—aA 66 per cent yield was obtained in casting 
the flanged spool fitting illustrated in Figs. 15 and 
16. An internal riser was used. A low, flat riser does 
an excellent feeding job and results in a good yield, 
as shown in Figs. 17 and 18. Fig. 19 also shows a 
low, flat riser with two castings per head. An in- 
ternal riser again is employed for the slip casting 
(Fig. 20) used in oil well drilling. Another low, flat 
riser was used on the small valve body shown in 
Fig. 21. 

Cost—For many years we made our own down-gate 
cores and pouring cups. Usually we obtained good 
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down gates, properly coated and baked. Occasionally 
we had a few that were not too sound, and sometimes 
the coating did not cover the inside completely or 
was too thick. When we tried a combination refrac- 
tory pouring cup and down gate the results were very 
satisfactory (see Figs. 22, 23, 24 and 25). 

Fig. 26 shows an array of various shapes and sizes 
of Washburn or knock-off coreboxes. All cores pro- 
duced from these boxes are produced on a core blower. 
Fig. 27 shows a furnace test spoon which is a half 
pattern—one pattern board, instead of two, and using 
only six patterns to make 12 castings. 

A pattern received from one of our customers was 
set up for snap molding. Since we do not follow 
this molding practice, use of our smallest flasks 
would have resulted in high costs. So the pattern 
was removed from the snap board and a corebox 
was built around each half. From these boxes knock- 
off cores were produced. They were fitted together 
and stacked with one riser feeding four wheels (see 
Figs. 28 and 29). 

Figs. 30 and 31 show eight castings per mold when 
originally there were only four. This setup doubled 
production with only a slight increase in man-hours 
in the coreroom and molding department. 




































Washington, operate under several contrasting 

conditions. In part, they are jobbing shops pro- 
ducing a wide variety of repair castings to replace 
those worn out in service, and to some extent they 
function as production foundries making sizable 
quantities of repetitive castings for the Navy. The 
foundries also perform conciderable pilot work in 
developing satisfactory molding procedures for com- 
plicated castings proposed by Navy designers. 

Although the foundries are one of the arms of 
the government, they do not receive preferential 
treatment in orders for castings. They must compete 
against commercial industry in quality and be able to 
produce at a price as low or lower to obtain the 
order. This holds even though all the development 
work was conducted in the foundry and made avail- 
able to prospective bidders. 

Previous to 1940 the Naval Gun Factory found- 
ries were operating on a peacetime basis, and be- 
cause they were dependent upon appropriations from 
the Congress for modernization to establish them 
on an equal basis with their commercial counter- 
parts, they were somewhat neglected. However, dur- 
ing the World War when funds became available, 
the foundries were handicapped by difficulties in 
securing necessary equipment—a common ailment at 


F washinet of the U. S. Naval Gun Factory, 











Fig. 1—Miniature bomb molding unit. Drags roll out 
on conveyor at right center while copes are pushed 
onto conveyor at left and moved by hoist to drag 
line for closing. Pouring conveyor is at far right 





Navy Modernizes Foundries 
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that time. Despite this, they operated on a three- 
shift basis and received numerous citations for their 
war efforts. 

As a result of their wartime accomplishments under 
those disadvantages, decision was made to embark on 
a modernization program for both the nonferrous and 
ferrous foundries. This will permit them to go into 
high gear should any national emergency arise— 
and to carry the load while commercial foundries 
are converting. 

While as yet the programs are not fully com 
pleted, they are sufficiently developed to merit de- 
scription. To simplify matters the nonferrous found- 
ry will be described first. It is located in a brick 
and steel sash-construction building 300 ft long and 
115 ft wide which is divided into three bays—-37, 53 
and 25 ft wide respectively. The melting units, a 
special molding unit, and pit-type electric furnaces 
for heat treating aluminum alloy castings are located 
in the 37-ft bay. Core department and molding ma- 
chines for small and medium-size castings are located 
in the 25-ft bay. Roller conveyor units extend from 
the molding machines to approximately the center of 
the 53-ft bay, which also contains the floors for 
medium-heavy and heavy molding as well as shake- 
out and sand conditioning equipment at one end, and 
core ovens at the other. General arrangement of the 
foundry is shown in the accompanying sketch. 

As may be observed, the melting equipment con- 
sists of one 2000-lb capacity rotating, indirect-arc 
electric furnace located near one end of the 37-ft 
bay, and 24 gas-fired, pit-type crucible furnaces ar- 
ranged in two batteries of 12 each along the wall. 
Near the other end of the bay are two pit-type elec- 
tric heat-treating furnaces with a circular quench 
tank between them. These furnaces are employed 
primarily for heat treating aluminum alloy castings, 


Fig. 2 (Upper right)—Looking down the foundry in 
the medium floor molding section. Sand storage 
hoppers at riaht. Ends of conveyors from machine 
molding section are at upper left. Fig. 3 (Lower 
right)—Molding station end of the machine section. 
Some bench molding is done at right background 
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Fig. 4—Partial view of the gas-fired, pit type crucible 
furnaces. Transformer room for indirect-arc furnace 
is located in the background 


but as occasion demands are used for heat treating 
aluminum bronze, and stress relieving other types of 
nonferrous castings. A wide variety of copper-base 
and aluminum-base alloys, as well as pure copper, are 
melted in the foundry, which must meet Navy speci- 
fications as to composition and physical and mechan- 
ical properties. 

Molding department, occupying the major portion 
of the center or 53-ft bay, broadly is divided into 
two sections, hand molding and machine molding. As 
indicated on the sketch, the hand molding along one 
side of the bay mainly is devoted to heavy and 
medium-heavy work, but may include smaller castings 
of the one-off type, loose pattern work, short run 
work, special jobs or development work to determine 


140 








suitable gating and risering systems. This section 
of the molding department contains seven elevated 
storage hoppers for molding sand, and one floor is 
equipped with a large jolt-rollover molding machine. 

Machine molding section on the opposite side has 
14 molding stations with overhead storage hoppers. 
Three stations are devoted to bench molding, the re- 
mainder to machine molding. Molding machines in- 
clude jolt-squeeze and jolt-rollover types. The latter 
are arranged in pairs for cope and drag operation. 
Each molding station is equipped with gravity-type 
roller conveyors for transporting molds from the sta- 
tion toward the center of the bay, and the empty 
flasks from that point back to that station. In the 
case of the cope and drag operation three roller con- 
veyors are used; two for returning flasks to the 
respective machines, and one in the center common 
to both machines for transporting completed molds. 

Molds are poured near one end of the conveyors 
and, after the metal has solidified, the molds are 
pushed off onto a mold shifting or transfer car, which 
carries them to the shakeout station at one end of 
the bay. The transfer car, which is motor driven, is 
equipped with three short sections of roller conveyor 
mounted at the same height as those from the molding 
stations so that it is an easy matter to move molds 
and flasks from one to the other. When the molds 
arrive at the shakeout station they are pushed off onto 
a short section of roller conveyor extending across 
the front of a 5 x 8-ft vibrating screen shakeout unit. 
Molds are hoisted from the conveyor onto the screen 
and, after the sand is shaken out, the flasks are 
returned to the car, which distributes them to the 
proper station. Castings are placed in tote boxes on 
a car and transported to the cleaning department 
located in a separate building nearby. 

Shakeout unit is equipped with back and top ex- 
haust hoods which, in turn, are connected to a wet- 
type collector close by. This arrangement effect- 
ively removes any dust arising from the shakeout 
unit. The dust collector also (Please turn to page 310) 
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Fig. 5—Cores in a 
wide variety 
of shapes and sizes 
are produced on the 
bench, on the floor, 
and on core blowing 
machines, and 
placed on cars to be 
run into drying ovens 


Fig. 6—Close-up of 
bench molding units 
in the coremaking 
department. Ad- 
equate lighting _ is 
supplied by the win- 
dows, supplemented 
by electric illumina- 
tion when required 


Fig. 7—View from 
one end of the non- 
ferrous cleaning de- 
partment showing 
the wet blasting 
unit in background. 
Rotary filing, sprue 
cutting, and band- 
saw equipment are 
along the left wall 


Fig. 8—The wide va- 
riety of nonferrous 
castings produced is 
illustrated by this as- 
sembly of small and 
medium size castings 
in one section of the 
cleaning department 























The author describes a method for evaluating the effect of oxidation of 

cupola metal on graphitization, and points out how the malleable foundry 

can alleviate some of its troubles with castability and annealing. This paper 

was presented at the third annual Ohio Regional Foundry Conference at 
Cincinnati, Mar. 10 


Effect of Oxidation in Cupola Melting on 


Annealability of 


By MILTON TILLEY 


Metallurgist 
National Malleable & Steel Castings Co 
Cleveland 


ALLEABLE iron metallurgists have the ten- 

dency to anesthetize themselves with the idea 

that oxides and/or the effect of oxidation in 
their metal is of no consequence because of the pres- 
ence of a high percentage of carbon and silicon. 

In recent years this phase has come under closer 
scrutiny, particularly with respect to the effect on 
graphitization. 

Every metallurgist, I suspect, has heard about 
the “old timers” experiencing periods when the metal 
became progressively harder to handle both as to 
castability and annealability. No matter what they 
did, misruns, shrinks and hot tears were out of con- 
trol and the annealing rejections were high due to 
pearlite. When the condition became intolerable they 
eliminated the returns from the charge, substituted 
bought scrap and used a high percentage of pig iron, 
thereby making a heat of so-called “virgin metal.”’ 

Likewise, they have heard of operators who, when 
the melting operations got out of control so that a 
heat became badly oxidized, would add a small quan- 
tity of aluminum. 

Metallurgists, industry wide, have the experience of 
a particular heat giving trouble in the foundry and 
annealing, or, in the case of continuous melting, one 
period during the day resulting in increased foundry 
losses due to misruns, shrinks and hot tears and an- 
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Fig. 1—Showing the correlation between percentage 

oxidation of silicon charged and nodule count per 

cubic millimeter in the resultant iron produced in a 
cupola-air furnace duplex unit 


nealing rejections due to pearlite. 


In a large percentage of such cases the trouble was 
a result of excessive oxidation during melting. Ob 


viously, the same condition can be arrived at by in 
troducing a large percentage of excessively scale 
scrap. 


It is well known that excessively oxidized meta 
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Figs. 4 and 5—With oxidation maintained at 25 per cent or less, nodule count is normal 
and no casting rejections after anneal were encountered 


freezes at a higher temperature than normal metal, 
resulting in increased misrun loss. Also that it 
shrinks more and therefore results in more hot tears. 
However, it is not so well known how to evaluate the 
severity of oxidation with respect to graphitization 
rates. A partial answer, and it well may be a com- 
plete one, is that the number of graphite nodules 
is reduced with increasing percentages of oxidation, 
especially when the rate of oxidation exceeds the 
established normal. 

It has been demonstrated by Schwartz and others 


that the distance between nodules through which 


the carbon travels in the graphitizing process, is one 
measure of graphitization rate. 

Fig. 1 shows the correlation between percentage 
oxidation of the silicon charged and the nodule count 
per cubic millimeter in the resultant iron as manu- 
factured in the cupola—air furnace duplex unit in 
our plant. The long line of regression represents the 
correlation of all the data. 

By visual inspection it appeared that there was a 
possibility of two universes, one below 26 per cent 
oxidation and one above 25 per cent. Accordingly, 
regression lines were calculated for each with the 
result shown, and they suggest that the true line may 
be curvilinear with increasing effect upon increas- 
ing percentage of oxidation—particularly above 25 
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per cent, which is normal for our melting unit. Our 
normal nodule count is 2500, and by inspection it is 
seen that the regression line passes near this point. 

The illuminating information derived is that it 
requires but 6 or 7 per cent oxidation of the silicon 
charges over normal to reduce the average nodule 
count by one-half, which in turn reduces the graphit- 
ization rate to an alarming extent. At 35 per cent 
oxidation of silicon charged the nodules are reduced 
to the point where the time required to break up the 
last of the pearlite is longer than commercially eco- 
nomical as a standard. 

The data were obtained by calculating the silicon 
loss from the amount in the charge and the analysis 
of the air furnace iron at the time the test piece 
was poured. All test pieces, designed to duplicate 
the ASTM test bar in as-cast cooling rate, were an- 
nealed in a closely controlled laboratory furnace 
using the same heat cycle and controlled atmos- 
phere. Seventy-two samples were acquired over a 
period of ten months. 

To illustrate the relation, Figs. 2, 3, 4 and 5 are 
presented where the effect of oxidation on the nodule 
count on daily test bars, poured at 9 a.m., 1 p.m., 
5 p.m. and 9 p.m., is depicted for those particular 
days. The column on the left shows the calculated 
oxidation rate and that on (Please turn to page 313) 
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Fig. 2—Screen analysis for sand shown in Table | 
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Fig. 3—Screen analysis for the naturally bonded sand 
listed in Table I! 
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Fig. 4—Screen analysis for the crude silica sand 
shown in Table I! 
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Fig. 5—Screen analysis for the washed and dried 


silica sand shown in Table |i 
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In this second of a series of five arti- 
cles, the author discusses grain shape 
and distribution, chemical composition 
and refractoriness of steel foundry 
sands. The effects of variations in 
these properities on castings produced 


also are described 


By JOHN HOWE HALL 


Consultant 


Swarthmore, Pa 





Table |—Amount of Sample Retained 


U.S. Series 


Equiv. No. Grams Per Cent Multiplier Product 
6 0 0 
12 2 i 
( 1.2 1¢ 
ii] 1 = A | 
10 2.8 5.6 ( 
0 8.6 17.2 1 
70 14.1 28.2 rf 
100 6.6 13.2 at 
140 3.2 6.4 0 
v 1.6 3.2 14 t 
270 0 1.0 20 
Pan 1.0 20 
Total grair 40.1 80.2 
AFS clay 9.9 19.8 
Total sample 50.0 100.0 
\FS grain fineness 5128 80.2 64 





Table [l—Per Cent Retained 


U.S. Series Naturally Crude Silica Washed and 
Equiv, No, Bonded Sand Sand Dried Sand 
6 1.1 0 0 

12 3.9 0.4 iL 

20 10.3 7.8 rr 

30) 7.6 22.2 Tr 
10 12.1 24.8 
0 18.4 23.6 
70 18.0 13.8 
100 s.0 2 
140 2.4 1.0 
200 : 2 0.2 
270 0.3 Tra 
Pan 1.0 Trac 
Total grain S4 9.0 
AFS clay 15.7 1.{ 


AFS grain 


fineness No 





THE FOUNDRY 


May, 195 











and Molding 
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T FIRST glance it might be thought that high 

temperature tests would accurately determine at 

least certain aspects of the behavior of sand 
mixtures when exposed to molten steel. Thus ‘“‘shock’’ 
tests might be expected to tell whether or not a given 
facing mixture will spall off and produce lumps, dirty 
spots and scabs on the castings. The expansion test 
also should give some indication as to how the sand 
would behave in this respect. To a certain extent this 
is the case, but as the test is carried out on small 
samples of either the facing or the backing sand, it 
tells only how each of them acts individually and by 
itself, and not how a mold made up of varying pro- 
portions of both will behave. Spalling and slough- 
ing off of the mold surface is thought to be due at 
least in part to the sudden generation and expansion 
of gas in the sand. 

The shock test indicates whether the facing sand 
in a small test piece will vent off the gas fast enough 
to minimize spalling. It cannot, however, show ac- 
curately whether in a mold made with a certain 
thickness of facing sand and a backing sand of high 
permeability, the gases will escape freely enough to 
prevent spalling and sloughing off. Nor can the ex- 
pansion test be expected to give more than a very 
general idea of how the sand will behave in this re- 
spect. 

Hot compressive strength is even more difficult to 
interpret. To some extent it indicates how much 
ferrostatic pressure the sand can resist, and thus 
whether or not the mold will tend to swell. Resist- 
ance of the sand to contraction of the solidified steel 
is also dependent upon its strength when hot. Were 
the entire mold—or at least the sand to a consider- 
able distance from the casting face—heated to the 
same temperature, the hot strength would give a 
definite indication of how the sand will resist swell- 
ing and how much or little it will resist the casting’s 
contraction. 

As molding sand is an excellent insulating mate- 
rial, however, there is a rapid decrease in the tempera- 
ture to which it is heated at different distances away 
from the casting face. When light sections of steel are 
cast, only a very thin layer of sand is highly heated, 
and at a short distance from the casting the mold is 
at a comparatively low temperature. Heavier masses 
of steel, which remain molten longer and cool more 
slowly, bring the sand to high temperatures to much 
greater distances from the face of the casting. The 
temperature at which the steel is poured also influ- 
ences the depth to which the sand is heated, but its 
effect is not as great as that of the sections of the 
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— Sands 


casting, particularly those which are heavy. 

Therefore, no definite and complete answer exists 
to the question of what temperature to use in deter- 
mining hot strength, or how long the specimen should 
be kept at the selected temperature before the load 
is applied. At best, the temperature and exposure 
time chosen must be a compromise, and the test re- 
sults must be interpreted merely as general indica- 
tions of what may be expected to happen in the mold. 

In ascertaining the extent the sand near the gate 
will be cut and washed by the flowing stream of 
metal, high-temperature tests give even less definite 
information. There is no way to subject the test piece 
in the furnace to the exact conditions that exist at 
and near the gate, or even to similar conditions. Nat- 
urally, tests that show only how the sand responds to 
suddenly applied heat, and its strength at various 
high temperatures, will not tell definitely to what ex- 
tent it will give way under the erosive action of the 
flowing metal. 

Grain Shape and Distribution—Shape of the indi- 
vidual grains of sand depends primarily upon the ex- 
tent to which the material has been worn by the ac- 
tion of the water and winds that transported it. Some 
sands are composed of thoroughly rounded grains. 
When magnified, they look like the smooth pebbles 
used in certain types of grinding mills. Other sand 
grains are of irregular an- (Please turn to Page 273) 
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Fig. 6—Equilibrium diagram of the system Al..O.,.Si0. 
(Bowen and Grieg). Taken from “Refractories of the 
Alumina-Silica Series,” Fred A. Harvey, Transactions, 
Electrochemical Society, 1939, p. 99. Hansen pub- 
lished same diagram with °C in Transactions, AFS, 


1926, p. 346 














OUESTIONS an. 


Using Petroleum Coke As Fuel 


Q.—We shall appreciate information on petroleum 
coke as a cupola fuel. Is it as good as coke made 
from bituminous coal by either the beehive or by- 
product process? Has it any injurious properties that 
might affect castings made from cupola melted metal? 


A.—Answering the first question, in some respects 
petroleum coke is better than coke made by either 
the beehive oven or by-product method. Answer to 
the second question is a qualified no. Petroleum coke 
has no injurious properties that may be transmitted 
to the castings except that it may be high in sulphur. 
The coke is a residue from the distillation of crude 
oil. It is used to some extent, either by itself or 
as part of the ordinary coke split, in cupola opera- 
tion where extremely high temperature is necessary 

for example, where steel scrap forms the greater 
part of the metal charge. The coke is almost as porous 
as charcoal, burns remarkably free and with intense 
heat. A low ash and high carbon content makes it 
a very desirable fuel where a supply is available, 
and where the cost is not too high in comparison with 
regular coke. 


Ingot Molds Molded Vertically 


Q.—We shall appreciate information on the foundry 
practice for making ingot mold castings in the United 
States. Our molds vary in size up to 20-in. square. 


A.—With one notable exception, molds and cores for 
ingot molds are made in a pit approximately 6 ft 
deep. From an adjacent sand supply one man shovels 
sand into either flask or corebox, while a second man, 
standing on a plank straddling the pit, rams the sand 
with a long pneumatic rammer suspended from a pul- 
ley, and with a counterweight at the free end of the 
rope. Usual thickness of sand between pattern and 
flask is 2 in. Thickness of sand around the cast iron 
core arbor may be slightly less. 

In one type of rigging the core arbor is a one-piece 
casting. In a second type the arbor is in four sec- 
tions. By releasing a catch the arbor collapses to fa- 
cilitate removal of the core from the casting at the 
shakeout. Molds and cores are dried in an oven. 
Metal is poured into a basin at the top, flowing 
through a long sprue and entering the mold through 
a gate at the bottom. Probably in the majority of 
instances the mold is not provided with a cope. The 
steel lifting loops are suspended from a rod with the 
ends resting on top of the mold. A complete descrip- 
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tion of the process in a prominent Eastern foundry 
was presented in the April, 1946 issue of THE FOUND- 
RY. 

The exception noted in the first sentence applies to 
the practice in one plant where the molds are mad 
in a horizontal position from a split pattern mounted 
on a large jolt-rollover machine. After the half- 
molds are dried they are assembled and set up in a 
vertical position in long parallel rows in a pit where 
they are filled with metal. The circular casting is 
plain on the outside, but is corrugated or fluted on 
the inside. Cores are made horizontally in the core- 
room from sharp or silica sand bonded with oil. The 
half cores are pasted and wired together to form the 
complete core. 


Metal Penetrates Into Cores 


Q.—As manufacturers of centrifugal and bore hole 
turbine pumps in India we produce various sizes of 
gun metal bushings and impellers in our foundry. 
Molds are made of ordinary sand varying in grain 
size between 40 and 200 mesh. For cores we use 
a special sand sieved between 70 and 100 mesh with 
linseed oil as the bond. To avoid cold shuts in the 
castings we have to pour at slightly elevated tem- 
perature, and find that we have too much penetration 
of metal into the sand. Can we avoid that by use 
of any special paint for both molds and cores, and 
what should we use? 


A.—While you state that the alloy used is gun metal, 
we wonder if it rather is a phosphor bronze since 
such an alloy is more fluid, and tends to penetrate 
between the sand grains. Usual procedure with phos- 
phor bronze is to coat both mold and core with a 
carbonaceous-base material generally called blacking. 
That material fills up the pore spaces at the surface 
and to a large degree prevents metal penetration. 
Blackings are composed of finely ground carbon- 
aceous material such as graphite, coal, coke, etc., 
with some type of binder such as clay, molasses, or 
sulphite liquor to make it adhere to the sand surface. 
Proprietary blackings are available in dry or paste 
form ready for addition of water to make them ap- 
plicable by spraying, brushing or dipping. 

Since the cores appear to be made of a sand more 
open than the molding sand, you might try coating 
them with a paste made of graphite and core oil 
which is rubbed well into the surface by hand. After 
treatment the cores should be dried in the oven. 
Possibly two coatings may be necessary if penetration 
is excessive. Again some of the difficulty with the 
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cores might be overcome by including some finer 
sizes in the mix. One or two per cent iron oxide 
addition also may be of help. 


Using Calcium Silicon in Iron 


Q.—In our foundry in Holland we are interested in 
the use of calcium silicon in the production of gray 
iron castings. Can you tell us how it influences the 
structure of gray iron, and about the ensuing chem- 
ical and physical. properties? How is calcium silicon 
added, and how much is used? 


A.—Calcium-silicon or calcium silicide, as it often is 
called, contains 28 to 35 per cent Ca, 60 to 65 per cent 
Si, and the remainder Fe. It is used by licensees of 
the Meehanite Metal Corp. In cast iron it functions 
as a deoxidizer, degasifier and graphitizing agent. Ad- 
dition of calcium-silicon results in little if any 
change in chemical composition of the iron, but does 
result in enhanced physical and mechanical proper- 
ties. 

Most effective results are obtained when the raw 
materials as charged in the cupola will result in an 
iron over the spout which has a white fracture. Suit- 
able additions of calcium-silicon at the spout to such 
an iron graphitizes it so that the structure becomes 
gray. Raw materials charged into the cupola usually 
contain considerable quantities of steel scrap, produc- 
ing a relatively low-silicon, low-carbon iron. Amount 
of calcium-silicon added may vary from 20 to 120 or 
more ounces per ton of iron, and of course depends 
upon the original composition of the latter and the 
section thickness of the casting into which the metal 
will be poured. Method of control for additions usual- 
ly is a wedge bar or chill bar, as it often is termed. 
Depth of chill along the tip is correlated to section 
thickness of the casting, and additions of calcium- 
silicon are made to the iron at the spout to obtain the 
desired chill depth on the bar. 


Producing Manganese Steel 


Q.—In our foundry in Spain we ordinarily produce 
high-manganese steel in a 3-ton electric furnace using 
carbon steel scrap, following the double slag process, 
and adding finally the ferromanganese necessary to 
obtain the required composition. Nevertheless, on 
some occasions for lack of ferromanganese we have 
produced manganese steel by using scrap steel of the 
same composition, following the single-slag process 
with the necessary additions to obtain the exact com- 
position. However, we note that the resulting steels do 
not have the ductility characteristic of the manganese 
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steel we usually obtain, nor do they have the same 
shock resistance. We would appreciate your opinion 
on the cause of those deviations, and on how we may 
avoid them. 


A.—If the manganese steel made in the electric fur- 
nace, using all manganese steel scrap as raw mate- 
rial, is inferior in quality to that made from carbon 
steel scrap and ferromanganese, there must be some- 
thing wrong with the methods followed, since there 
have been hundreds of tons of manganese steel made 
from all scrap in this country with no sign of inferior 
quality. With no details of the slag additions, etc., 
it is impossible to say in just what way the practice 
may be at fault. 

However, it should be said that in making the steel 
from carbon steel scrap and ferromanganese, there is 
no need to follow the two-slag process and add the 
ferromanganese at the end of the heat. Usual prac- 
tice in this country is to charge some of the steel 
scrap on the bottom of the furnace, then charge the 
ferromanganese to make the composition about 12 
per cent Mn, then the rest of the steel scrap, and 
melt the whole charge down as fast as possible. There 
will be some loss of manganese which should be made 
up by additions of silico-manganese to give the re- 
quired percentage of manganese, and at the same 
time bring the silicon content up to the desirable 0.50 
per cent or slightly over, without raising the carbon 
too much. 

This practice calls for low-phosphorus steel scrap, 
but the saving in power, compared with the two-slag 
process, is so great that it more than balances the 
extra cost of low-phosphorus scrap and the slight ad- 
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ditional loss of manganese due to melting it down 
with the charge instead of adding it to the liquid steel. 

Commonly there is enough manganese steel scrap 
available in the foundry in the form of heads, gates 
and defective castings, to make it desirable to melt 
a charge composed of part manganese steel scrap, 
part low-phosphorus steel scrap and part ferroman- 
ganese. When that practice is followed part of the 
manganese steel scrap is charged first, then the re- 
quired ferromanganese, then the rest of the man- 
ganese steel scrap, then the carbon steel scrap, and 
the whole is melted down rapidly with additions of 
lime to form the slag. The melt is analyzed for carbon 
and manganese as soon as it is melted, a little coke 
dust spread on the slag to reduce some of its man- 
ganese oxide content, final additions of silico-man- 
mangese made to give some 13 per cent Mn and 0.50 
to 0.70 per cent Si in the steel, and the metal tapped 
into a ladle. Commonly it does not pay to reduce the 
slag very much as the extra power required costs 
more than the manganese left in the slag. 

All of this, of course, must be carried out in a basic- 
lined furnace, which you are using since you speak of 
the double-slag process. By following this practice 
the scrap made on each heat is cleaned up, the man- 
ganese in it recovered in large part, and a good grade 
of steel is produced. It is desirable to restrict the 
proportions of manganese steel scrap in day-to-day 
use of this method to some 40 per cent of the charge. 
Most producers in this country, however, buy scrap 
castings of that composition to increase the propor- 
tion of scrap remelted over what it would be if they 
used only the heads, gates and defective castings 
from previous heats. Phosphorus in manganese steel 
need not be too sharply restricted since up to 0.10 per 
cent is perfectly all right. 


Cracks Result From Shrinkage 


Q.—We are mailing under separate cover for your 
examination a section cut from a bronze bushing 7 
in. OD x 4 in. ID x 17 in. long. You will notice the 
cracks which appear on the exterior although both 
inside and outside look perfectly sound before ma- 
chining. We have encountered the same trouble with 
other bronze castings; usually circular shape jobs 
such as large bushings, rings, etc. Can you suggest 
methods of overcoming the trouble, or another alloy 
free from such defect ? 
A.—-Study of the bushing sample indicates that the 
cracks result from shrinkage or rather lack of feed- 
ing during solidification contraction. The cracks ex- 
hibit the well-known dendritic or pine-tree structure, 
and along the edges the color is different than that 
of the main body. The remedy is obvious, of course: 
insure adequate feeding and you will eliminate the 
defect in the castings. 

You do not mention the method of gating em- 
ployed, but we suggest that you make the pattern 
several inches longer than the desired finished length, 
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and pour the bushing in the vertical position; using 
a ring of small pop gates located midway between in- 
side and outside surfaces. Such a procedure will 
place the hot metal in the place most needed to insure 
good feeding. If you pour the bushings in the hori- 
zontal position, you might have to go to the arrange- 
ment suggested in the February issue, THE FOUNDRY, 
page 104, using a horn gate and heavy riser. If 
you gate into the bottom you might be able to over- 
come the trouble by leaving the top of the bushing 
open, and filling from the bottom to within a few 
inches of the top. Then pour the remainder into the 
top of the bushing. However, some little skill is re- 
quired to do that without dislodging sand from around 
the bushing top. 


Prevent Burning of Magnesium 


Q.—We operate a foundry in Costa Rica, and are in- 
terested in obtaining information on the melting of 
magnesium alloys, especially on the prevention of 
burning during melting and pouring. Are there ans 
books relating to the subject? 

A.—A rather detailed description of various phases o! 
magnesium alloys including castings is contained in 
Technology of Magnesium and Its Alloys by Beck. It 
is available for $10 through the book department of! 
THE Founpry. At various times articles have ap- 
peared in the technical press relating to production 
of magnesium alloy castings, and if you have the 
June and July, 1945, issues you might refer to a 
series of two articles entitled ‘‘“Magnesium Castings” 
which described practices in a foundry at Cincinnati. 

Burning of the metal during melting usually is 
prevented through use of a flux placed in the crucible 
with the raw material. Fluxing material is a mix- 
ture of fluorides and chlorides of sodium, calcium, 
magnesium and potassium. Before pouring that flux 
is removed and a light coating or dusting of 50-50 
boric acid and sulphur is applied. Metal then is taken 
to the pouring station, and during pouring the pot is 
dusted from time to time with the mixture. 

An addition must be made to molding sands to 
prevent the reaction between moisture in the sand 
and the molten magnesium. It may be about 1 per 
cent boric acid and 1 per cent sulphur, or mixture of 
ammonium silicofluoride, sulphur and boric acid; or 
1 per cent diethylene glycol. Inhibitors such as 
boric acid and sulphur may be used in cores, or their 
surfaces sprayed with a solution of ammonium bi- 
fluoride just after removing from the oven. 


Slag Disposal by Wet Method 


Q.—We are interested in obtaining information on 
the wet trough method of removing slag from our 
cupolas, and we believe the June, 1931 issue of THE 
FOUNDRY described one system. 

A.—tThe article you mention describes the use of a 
pit about 3 ft away from and directly behind the 
cupola. Pit is 7 x 7 x 7 ft, and a steel bucket 6 x 
6 x 6 ft rests therein. The bucket has holes in its 
sides 6 in. from the bottom. Water runs out and 
rises around the bucket to flow to the sewer about 

(Concluded on page 150) 
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From 4 to 50 tons of properly prepared 
molding sand per hour — depending 
upon the size and model you choose. 
Regardless of the capacity you require 
—one or a combination of Royers is 
available to meet the need. 


Only Royer Sand Separators and 
Blenders provide Six Point Sand Con- 
ditioning—(1) thorough refuse removal, 
(2) positive lump breaking, (3) complete 
blending and mixing, (4) even distribu- 
tion of moisture, (5) increased permea- 
bility, (6) double aeration. The velvety, 
properly conditioned sand discharged 
by the Royer makes true-to-pattern 
molds, cuts discount losses, reduces fac- 
ing sand requirements and cleaning 
room costs. 


Over 8,000 Royers are now in use in 
foundries of every kind—large or small 
— jobbing or production — ferrous or 
non-ferrous. Available in electric motor, 
gasoline engine or belt-to-tractor drives. 
Send for bulletin giving complete infor- 
mation on this cost cutting foundry tool. 


ROYER FOUNDRY & MACHINE CO. 


159 PRINGLE ST., KINGSTON, PA. 
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(Concluded from page 148) 


6 in. below the floor level. A stream of water through 
a 4,-in. pipe under ordinary main pressure runs 
into the tank continuously. As the slag strikes the 
water it disintegrates into pieces which will pass 
through 1!,-in. mesh and falls to the bottom. When 
the buckets are practically full the slag does not 
break up so finely. Buckets are removed by an air 
hoist as often as required. 

Other installations we have seen use a pit but, 
instead of a container, employ a small bucket elevator 
with perforated buckets to raise the granulated slag 
from the bottom of the pit and discharge it into a 
container. In another foundry, located on the second 
floor of the building, which eliminated use of a deep 
pit, an elongated steel box about 3 ft deep and 10 ft 
long is used. A screen type conveyor picks up the 
slag and discharges it into a storage hopper. From 
the storage hopper the wet material is emptied into 
auto trucks on the ground floor for disposal. Other 
foundries use a large pipe about 12 in. in diam through 
which a rapid stream of water flows. The pipe dis- 
charges into a sump for separation of slag and water. 
Views of such a disposal method are shown in the 
November, 1949, issue on pages 90 and 91. 


Composition Must Be Adjusted 


Q.—-Can serviceable castings be made from a wrought 
aluminum alloy containing 4.5 per cent Cu, 0.8 per 
cent Si, 0.8 per cent Mn? The castings will be heat 
treated. Also have you any information on suitable 
test bars? 


A.—Whether or not suitable castings can be made 
from the 4.5 per cent Cu, 0.8 per cent Si, 0.8 per 
cent Mn aluminum alloy (25S) we believe will depend 
largely upon the specifications to be met. It is some- 
what similar in composition to the No. 195 alloy ex- 
cept for silicon and manganese contents. The No. 
195 (ASTM B 26-48T, alloy Cl) calls for 4 to 5 per 
cent Cu and the following maximum: Fe 1.0 per 
cent, Si 1.5 per cent, Mn 0.3 per cent, Mg 0.03 per 
cent, Zn 0.3 per cent and Ti 0.2 per cent. To bring 
the 25S alloy within those specifications, especially 
with regard to manganese, it will be necessary to 
use 35 lb of it with 5 lb 50-50 copper-aluminum and 
60 lb pure aluminum. This will reduce the silicon and 
manganese contents to under 0.3 per cent, and the 
copper to about 4 per cent. 

Test bars usually are made in groups of four to six 
attached to a single pouring sprue. In one type separate 
risers are attached to each end of each bar while in an- 
other heavy common wedge risers at each end feeds 
all bars. Important phase is to have the test bars 
within the dimensional tolerances required, as they 
are used without machining. Details of the tensile 
specimen are given in the ASTM specification man- 
tioned previously, and call for a gage length of 2 in. 
which is 0.5 plus or minus 0.010-in. in diam in the 
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center. Care should be taken to see that the bars 
are sound—the reason for the heavy risers at each 
end. 


Blast Cleaning Core Plates 


Q.—Some time ago we read about cleaning core plates 
in automotive foundries by blasting with a soft ab- 
rasive. We will appreciate further information, espe- 
cially on why the plates have to be cleaned so en- 
ergetically. Also is the process used for coreboxes? 
A.—The reason the core plates or driers require 
cleaning by blasting is that during use they tend 
to become coated with a gummy deposit of oxidized 
linseed oil. Hence, it must be removed from time 
to time before the coating builds up to a point wher: 
proper support is not provided for the core. Usual! 
procedure is to soak the plates and driers in hot 
strong alkalies to remove the hardened or partially 
hardened oil deposits, and the operation takes con 
siderable time. New procedure of blasting with ric: 
hulls or ground corn cobs removes the deposits quickly 
at a lower cost. 

While use of such blasting may appear drastic, 
it actually is otherwise as apparently little if any 
metal is removed by action of the comparatively soft 
blasting materials. In fact, the method is used to 
clean airplane engine parts when the engines ar 
torn down for inspection after they have been in us¢ 
for a specified time. So far as we know, it is not 
necessary to subject the coreboxes to either of the 
cleaning methods mentioned. Usual procedure is to 
blow an adhering sand off with compressed air and 
wipe with kerosene at the end of the day, or several! 
times a day if necessary. The linseed and other oils 
in the core sand at those times are unoxidized, and 
are easily soluble in kerocene. 


Zirconium Compounds for Molds 


Q.—We are interested in using zirconium oxide as a 
facing and as a mold spray. Can you give us any 
information on mixtures, etc.? 

A.—Zirconium compound usually employed for core 
and mold washes as well as a facing is a mixture of 
zirconium oxide and silicate, and is available in the 
form of 325-mesh flour for washes and sprays, and 
as a sand somewhat coarser, for facing. The flour is 
mixed with bentonite, core oil and water to form 
a solution with a Baume gravity of 50° which can 
be sprayed or brushed on the core or mold. Recom- 
mended procedure is to mix thoroughly by hand 70 pt 
of zircon flour with 5%4 qt bentonite in the dry state. 
This is added to 50 qt water which is being well 
agitated with a mechanical mixer or air stream. Then 
4%, qt of core oil is added. Sufficient water up to 
70 pt total is added to provide the 50° reading. Mix- 
ture should be agitated overnight. 

For facing (4% to ‘4,-in. thick) zircon sand is 
used. It is mixed with 7 per cent binder composed 
of 6 parts by weight of high grade fireclay and 4 
parts bentonite. Moisture content should be about 4 
per cent. Facing is applied to pattern or corebox 
face to obtain the desired thickness, and backed up 
with regular molding sand. 
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BLUE RIBBONS 


You can award yourself a blue ribbon by 
equipping your foundry with outstanding Daven- 
port Foundry molding machines. 


Davenport molding machines not only give 
you a higher quality uniform casting, but they 
save you man hours, lower your costs and in- 
crease your profits. 


Write today and let us send you our catalog 

of the Davenport blue ribbon line of foundry 
molding machines. JOLT PIN LIFT 
MODEL AJS (STATIONARY) 


“A Mechanized Foundry Benefits Everyone” 


JOLT SQUEEZE 
MODEL 10-JX (STATIONARY) 


DAVENFORI MACHINE’ AND 
Ontid ny Company 


CANADA: Canadian Foundry Supplies & Equip. Ltd. Toronto and Montreal 
FRANCE * BELGIUM * LUXEMBURG * SWITZERLAND 
Ph. Bonvillain & E. Ronceray, Choisy-Le-Roi Rue Paul Carle, Seine, France 
ALL OTHER FOREIGN COUNTRIES 
R. K. Price Associates, Inc. 70 Pine St., New York 5, New York, U. S. A 
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ALPH G. SWEENEY has been 
R named president, Allyne-Ryan 

Foundry Co., Cleveland, suc- 
ceeding the late Frederick D. Ryan. 
Mr. Sweeney joined the company in 
1916 and returned to its employ fol- 
lowing military service in World War 
I. He served in various departments 
of the foundry and laboratory, be- 
came purchasing agent in 1927 and 
treasurer in 1946. Simultaneously he 
was a partner in Gerding & Sweeney, 
industrial truck maintenance and 
contract trucking operations, becom- 
ing proprietor in 1942 upon the death 
of his partner. Mr. Sweeney is a 
member of the Northeastern Ohio 
Chapter of the American Foundry- 
men's Society. 

° ° 7 


Carl W. Schaffner, formerly man- 
ager, Spencer-Heater Division, Wil- 
liamsport, Pa., division of Avco Mfg. 
Corp., New York, has been appointed 
superintendent of gray and white 
iron foundries, Sprout Waldron & Co. 
Inc., Muncy, Pa. 

+ ¢ + 


Herman P. 
works manager, the 
Philadelphia, has been 
metallurgical engineer with the de- 
velopment group, Electro-Metallurgi- 
cal Division, Union Carbide & Carbon 
Corp., New York, with headquarters 
in Chicago. Mr. Rassbach was gradu- 
ated from Carnegie Institute of Tech- 
nology, and has had extensive ex- 


Rassbach, formerly 
Midvale Co., 
appointed 
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perience in open-hearth and electric- 
melting practice, including production 
of all grades of carbon and alloy 
steels. He has been associated with 
Midvale Co. the last 24 years and 
served as superintendent of the melt- 
ing and forge department there prior 
to becoming works manager. 


+ . ° 


Walter Bonsack has been appointed 
vice president-director of research, 
Christiansen Corp., with headquar- 
ters at Chicago, where he will be in 
charge of technical operations and 
procedures of all plants. Mr. Bon- 
sack, who was born in Berlin, 
Germany, studied and taught metal- 
lurgy there prior to coming to the 
United States in 1927. Since then 
he has held a top position in the 
metallurgical and _ research fields 
here. He is a member of the execu- 
tive committees of numerous tech- 
nical societies and has served as 
chairman of the Aluminum and Mag- 
nesium Division, American Foundry- 
men’s Society. He holds patents in 
this country and abroad on aluminum 
alloys, heat treating, fluxes and flux- 
ing processes, special type melting 
furnaces and refining methods. 


° . ¢ 


Herbert E. Cragin Jr., formerly 
foundry manager, Taylor-Wharton 
Iron & Steel Co., High Bridge, N. J., 
has been named assistant to the pres- 
ident, in charge of engineering re- 





HERMAN P. RASSBACH 


search and development. In addition 
he will assist the sales department 
in handling matters requiring tech- 
nical engineering assistance. Erwin 
H. Mebs succeeds Mr. Cragin as plant 
manager of the foundry. A graduate 
of Ohio State University, Mr. Mebs 
has a degree in science from Uni- 
versity of Alabama. He was previ- 
ously associated with Machined Steel 
Casting Co., Alliance, O., Carnegie- 
Illinois Steel Corp., Johnstown, Pa., 
and Ohio Steel Foundry Co., Lima, O. 


° ¢ * 


Robert E. Cope has been appointed 
general manager of the permanent 
molding division recently expanded 
by Michigan Wheel Co., Grand Rap- 
ids, Mich., to manufacture castings 
in bronze and aluminum. Mr. Cope, a 
graduate of University of Michigan, 
was previously associated with Alu- 
minum Co. of America as _ product 
engineer, and with Aluminum Per- 
manent Mold Co., Grand Rapids. 


a ° ° 


Robert H. Brown, chief of chemi- 
cal metallurgy at the Research Lab- 
oratories, Aluminum Co. of America, 
New Kensington, Pa., has been cho- 
sen by the National Association of 
Corrosion Engineers to receive the 
Whitney Award for 1950 in recogni- 
tion of his outstanding contribution 
to the 
$rown was graduated from 
Institute of Technology in 1927 and 

(Continued on page 154) 
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(Continued from page 152) 
in 1930 received the master of sci- 
ence degree in chemical engineering 
at Massachusetts Institute of Tech- 
nology. He has been associated with 
Aluminum Research Laboratories 
since 1931, where he directs research 
on the chemical behavior of alumi- 
num and magnesium alloys. 
+ + . 

Robert H. Morse Jr. has been elect- 
ed president, Fairbanks, Morse & Co., 
Chicago, succeeding his father. Col. 
Robert H. Morse, president since 
1931, who has been named chairman 
of the board of directors, following 
55 years with the company. The new 
president is the grandson of Charles 
H. Morse, founder of the company, 
who was chairman of its board of 
directors when he died in 1921. Rob- 
ert H. Morse Jr. joined the company 
in 1916 at the foundry in Beloit, 
Wis., and has served in various po- 
sitions including assistant general 
sales manager, vice president in 
charge of sales, and more recently 
as vice president in charge of op- 
erations. 

. ° 7 

E. T. Peterson has been appointed 
vice president in charge of engi- 
neering, Birdsboro Steel Foundry & 
Machine Co., Birdsboro, Pa. Mr. 
Peterson has been associated with 
the company for 27 years and until 
his new appointment was chief en- 
gineer in the rolling mill department. 

+ + + 

Dr. Carl E. Swartz, division engi- 
neer of the Kellex Corp., New York, 
has been named chairman of the met- 
als research department, Armour Re- 
search Foundation of [Illinois Insti- 
tute of Technology, succeeding W. E. 
Mahin, who recently became director 
of research at the foundation. Dr. 
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Swartz, who has been in charge of 
materials research and development 
at the Kellex applied physics labora- 
tory, Silver Spring, Md., was gradu- 
ated from University of Illinois, tak- 
ing master’s and doctor’s degrees 
from University of Wisconsin. Prior 
to joining Kellex Corp. he was chief 
metallurgist, Cleveland Graphite 
Bronze Co., Cleveland, for 10 years, 
and from 1926 to 1935, research met- 
allurgist, American Smelting & Re- 
fining Co., Perth Amboy, N. J. 


. + + 
Franklin Farrel III has been elected 
executive vice president, and Joseph 
LeMay, secretary and assistant treas- 
urer, Farrel-Birmingham Co. Inc., 
Ansonia, Conn. All other officers and 
directors of the company were re- 
elected. Mr. Farrel is the fourth gen- 
eration of the Farrel family in man- 
agement of the company, founded in 
1848. He joined the organization in 
1933, following graduation from Yale 
University, and worked for several 
years in various departments, becom- 
ing foundry manager in 1937. Sub- 
sequently he became a director, as- 
sistant manager of manufacturing, 
manager of the Ansonia-Derby 
plants, and assistant treasurer in 
1944. Since 1945 he has been assist- 
ant to the president, and secretary of 
the company. Mr. LeMay started as 
office boy with Birmingham Iron 
Foundry, now the Farrel-Birming- 
ham Derby plant, and advanced 
through various positions in the cost 
accounting department, becoming 
controller in 1945. He was named a 
director in 1947, when he also be- 
came general manager of the Atwood 
Division, which the company oper- 
ated at Stonington, Conn., and later 
sold. He has been general controller 
since 1947. 
o ° 7 
Claude E. Monlux, vice president, 
the Linde Air Products Co., New 
York, has been elected president of 





DR. CARL E. SWARTZ 


the International Acetylene Associa- 
tion. James W. Dunham, vic-¢« 
president, National Cylinder Gas Co., 
Chicago, has been named vice presi- 
dent. E. V. David, assistant manager 
of the technical sales division, Ai! 
Reduction Sales Co., New York, was 
re-elected treasurer, and H. F. Rein- 
hard was re-elected secretary. 
. . . 

J. J. Nolan Jr., Central Foundry 
Co., Holt, Ala., has been elected presi- 
dent of the Cast Iron Soil Pipe In- 
stitute. George L. Harberger, East- 
ern Foundry Co., Boyerstown, Pa. 
was named vice president; Deems W. 
Haliman, Hajoca Corp., Philadelphia 
treasurer; and Robert Dick, executiv« 
secretary. Directors named at the 
annual meeting held recently at Las 
Vegas, Nev., include the following 
J. W. Struve, Rich Mfg. Co., Los An- 
geles; William T. Deyo, Anniston 
Foundry Co., Anniston, Ala.; Michael 
J. Harvey, Tyler Pipe & Foundry Co. 
Tyler, Tex.; David B. Shannon, Som- 
erville Iron Works, Somerville, N. J. 
Frank T. Hamilton, Rudisill Foundry 
Co., Anniston, Ala.; Frank Dowd, 
Charlotte Pipe & Foundry Co., Char- 
lotte, N. C.; and Charles A. Hamilton, 
Alabama Pipe Co., Anniston, Ala. 

. + * 

Carl E. Schultz, head of the Labo 
ratory Equipment Corp., St. Joseph, 
Mich., has been named a director of 
Benton Harbor Malleable Industries, 
Benton Harbor, Mich. All officers and 
other directors of the company wert 
re-elected. 

+ + . 

A. J. Willingham Jr. has been 
named general manager, the Southern 
Chain & Mfg. Co., recently organized 
in Birmingham by the Round Asso- 
ciate Chain Companies to distribute 
the products of its affiliated com- 
panies. Mr. Willingham was graduat- 
ed from Alabama Polytechnic Insti- 
tute and University of Denver. He 

(Continued on page 156) 
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Vanadium 38-42% 
Silicon 7-11% 


Carbon about 1°% 


Vanadium 35-45% 
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Silicon max. 7.50‘ 
Carbon max. 3.00% 


Vanadium 35-45% 


50-55°% : 


Silicon max. 3.50°% 
Carbon | max. 0.505 


Vanadium 35-45% 
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MEN of Industry 


(Continued from page 154) 

was formerly affiliated with U. S. 
Pipe & Foundry Co., East Burlington, 
N. J., and Moore-Handley Hardware 
Co., Birmingham. Raymond L, Round, 
president, and James W. Dickey, vice 
president and treasurer, of all the 
found Associate Companies, will 
serve in like capacities with Southern 
Chain. 


° ° S 


Dr. J. G. Pearce, secretary and di- 
rector of the British Cast Iron Re- 
search Association, has been an- 
nounced recipient of the Order of 
the British Empire, a signal recogni- 
tion of the importance now attached 
to the British iron foundry industry. 
Dr. Pearce, educated at the Univer- 
sity of Birmingham, spent an ap- 
prenticeship period with Metropoli- 
ten-Vickers Electrical Co. Ltd., la- 
ter becoming a design engineer. 
Knowledge gained abroad by visits 
to France, Belgium, Italy, Switzer- 
land and United States resulted in 
an invitation to become director of 
the British Cast Iron Research As- 
sociation in 1924. Under his guid- 
ance the association has become out- 
standing for promoting research and 
development in the ferrous foundry 
industry. He has written many pa- 
pers and lectured before prominent 
3ritish and European industrial so- 
cieties. Dr. Pearce attended the 1948 
annual convention of the American 
Foundrymen's Philadel- 
phia 


Society in 


. ° + 


David E. Davidson has been elected 
vice president-sales, Link-Belt Co., 
Chicago, with headquarters at the 
executive offices there. Mr. Davidson 
was graduated from Illinois Institute 


of Technology and joined the com- 
pany in 1924. He has served as 
draftsman, sales engineer at Atlanta, 
district sales engineer at Detroit 
warehouse, district sales manager at 
Indianapolis and more recently at the 
Pershing Road plant, Chicago. Eugene 
P. Berg, formerly assistant general 
manager there, succeeds him as gen- 
eral manager. Mr. Berg worked in 
the Pershing Road shop during vaca- 
tions, while attending Purdue Univer- 
sity. Following graduation he has 
served as supervisor of the methods 
department there, general foreman of 
the steel shop, works manager at the 
Philadelphia plant, and general su- 
perintendent and assistant general 
manager at the Pershing Road piant. 
. + + 


George T. Boli has been named 
president, Northern Malleable Iron 
Co., St. Paul, succeeding the late Al- 
fred M. Fulton. Other officers of the 
company include the following: Da- 
vid R. Evans, chairman of the board 
of directors; Thomas K. Cummins 
and Robert D. Clark, vice presidents; 
and William H. Caldwell, secretary 
and treasurer. Frank J. Berchem and 
Arthur W. Johnson have been ap- 
pointed assistant superintendents. 


. ° + 


John F. Benjamin has been elected 
a vice president, Warren Foundry & 
Pipe Corp., Phillipsburg, N. J., and 
Everett, Mass. Mr. Benjamin will 
continue as general sales manager of 
the corporation. 


oJ + + 


Chester W. Schweers, since 1947 
manager of the Los Angeles district, 
Allis-Chalmers, Milwaukee, has been 
named manager of the New England 
district, with headquarters in Bos- 
ton, succeeding W. F. Taylor who 
has resigned. Mr. Schweers, a grad- 
uate of Texas Agricultural & Me- 
chanical Engineering College, joined 





Allis-Chalmers in 1930 and served as 
a sales engineer in the New Orleans 
office for nearly 10 years prior to be- 
coming manager of the Houston, 
Tex., office in 1942. Mr. Taylor, as- 
sociated with the company since 
1926, and A. B. Frost, who joined 
Allis-Chalmers in 1937 and recently 
resigned as manager of the Boston 
district, have established their own 
business. 
¢ 7 * 


Robert S. Cave has been appointed 
general sales manager, Severance 
Tool Industries Inc., Saginaw, Mich 
Mr. Cave joined the 
in 1940 as a machine operator, and 
has served in the lathe and grinding 
departments, as tooling and field sales 
engineer, and assistant 
ager. He was associated with Elec- 
tric Auto-Lite, Bay City, Mich., prior 
to joining Severance. 


organization 


sales man- 


> ° : 
A. G. Hendrickson has been ap 
pointed assistant sales manager of 
the P&H Welding Division, Harnisch- 
feger Corp., Milwaukee, cucceeding 
Melvin O. Monsler, who was recently 
appointed manager. Mr. Hendrickson 
associated with the division for many 
years, served 5 years as welding en- 
gineer in the Milwaukee and Minne- 
apolis districts. 
+ > . 


E. Emil 
pointed foundry 
Marion Casting Co., Marion, O. Mr 
Svoboda was formerly foundry {fore- 
man, Busch-Sulzer Bros, Diesel En- 
gine Co. Division, Nordberg Mfg. Co., 
St. Louis. 


Svoboda has been ap- 
superintendent, 


+ . + 


William ©. Faxon, for the last 
two years works manager of the 
Manchester, N. H., plant, Harrison 
Abrasive Division of Metals Disinte- 
(Concluded on page 158) 
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-——» <—COLD AIR SUPPLY 


Saves approximately 25% 
of coke. 

Eliminates bridging. 

Increases melting tempera- 
ture. 

Reduces amount of slag. 

Cuts manganese and sili- 
con oxidi ation. 

Reduces “pigging” from 
cold metal. 

Assures finer grain cast- 
ings. 

Permits faster morning 
starting. 

Effects sizable savings in 

. labor and materials in 

As shown by the simplified diagram, ROSS Air Heaters, fueled cleaning, patching, ete. 

with oil or gas or both, are located between your existing blower and 

cupola. Heat from the fuel burned is directly transmitted to the 

cold air passing through by means of an efficient heat exchanger, 

raising the temperature of the air to 450 deg. F. for delivery to 

cupola. The system is designed for your particular operating condi- 

tions and can be installed without any interruption to your melting 

schedule. Get full particulars on this simple, effective system that 

soon pays for itself out of savings secured. 
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156) 
grating Co. Inc., Elizabeth, N. J., has 
of sales of 


(Concluded from page 


been named manager 


heat-treated shot and grit in New 
England and the Middle Atlantic 


States, in addition to his duties in 
Manchester. He joined the company 
in 1945 
° * . 
Ronald E. Turner has been ap- 
pointed manager, Queen City 
Sand & Supply Co., Buffalo, sueceed- 


sales 





RONALD E. TURNER 


ing his father, the late J. 
Turner. Mr. Turner, a 
Rensselaer Polytechnic Institute, with 
metallurgical 
ing, will handle sales of silica, mold- 
ing, core and blast sands, as well as 
foundry supplies and equipment sup- 
plied by the company. 


Ralph 
graduate of 


a degree in engineer- 


. . . 

Don W. Kelsey, materials handling 
engineer, Union Steel Products Co., 
Albion, Mich., will attend the British 
Materials Handling Show. to be held 
in Manchester, England, June 6-17. 
Mr. Kelsey, who has been active in 
the materia!s handling field for many 
years, will visit English 
plants to compare handling methods, 
with those in America. 


various 


. + . 

O. A. Tucker has appointed 
vice general ad- 
ministration, Pacific Car & Foundry 
Co., Renton, Wash. Mr. Tucker was 
formerly vice president-operations. 


been 
president-sales and 


° . . 

Russell Jennings has been appointed 
New England representative, the 
Wellman Products Co., Cleveland, 
succeeding the late Norman Maples. 
Mr. Jennings the fourth 
generation of the family which 


represents 


158 


founded Russell Jennings Mfg. Co., 
Division of Stanley Tools, Chester, 
Conn., producers of augers, bits, etc. 


© . > 
O. O. Lewis has been named vice 
president in charge of sales, Fair- 
banks, Morse & Co., Chicago, and 


F. J. Heaslip, vice president in charge 
of purchases and traffic. Mr. Lewis, 
who joined the company in 1908 as 
a clerk, has served as sales engineer 
in Indiana, Ohio and Michigan terri- 
tories. In 1932 he became manager 
of the Atlanta branch and in 1943 
was appointed assistant sales man- 
ager in Chicago. He has been sales 
manager since 1948. Mr. Heaslip 
joined the company in 1927 
buyer in the purchasing department, 
became purchasing agent in 1935 and 
director of purchases in 1942. Both 
men are directors of the company. 


as a 


+ + + 
Mrs. Virginia M. Johnson, office 
manager, Hunt-Spiller Mfg. Corp., 
Boston, was recently awarded a 25- 
year gold service pin by the com- 
pany. Mrs. Johnson joined the com- 
pany in 1925 as a stenographer, and 
after serving in various secretarial 
posts, became office manager 3 years 
ago. 
7 * SJ 
Stuart C. Du Tot has been appoint- 
ed general manager in charge of 
sales, Pittsburgh Metallurgical Co. 
Mr. Du Tot, who has had many years 
of experience in the ferroalloy indus- 
try, will maintain offices in the Oliver 
building, Pittsburgh, with headquar- 
ters at the home office in Niagara 
Falls, N. Y. 
+ + + 
Harold A. Hill has been appointed 
Pittsburgh district manager, Lehigh 
Foundries Inc., Easton, Pa. Mr. Hill 
has been associated the last 17 years 
with Fort Pitt Malleable Iron Co., 
McKees Rocks, Pa., where he was 
sales manager and general manager. 
Prior to that he spent 12 years with 
Standard Steel Car Co., Butler, Pa., 
and was associated earlier with 
American Bridge Co., Ambridge, Pa. 
+ + + 


A. W. Pollard has joined Aurora 


Metal Co., Aurora, Ill., as sales en- 
gineering representative for alumi- 
num and silicon bronze vacuum die 
castings, with headquarters in the 
Case Bldg., 82 St. Paul St., Roches- 
ter 4, N. Y. Mr. Pollard’s territory 
includes all of New York state ex- 
clusive of New York city. 
+ . 7 
William E. Moody, for the last 7 
years abrasive engineer, Bay State 
Abrasive Products Co., Westboro, 
Mass., has been appointed manager 


of sales enigneering. Mr. Moody was 
chief inspector in the cold-rolled stee! 
section of American Steel & Wire 
Co., Worcester, Mass., prior to join- 
ing Bay State Abrasive Products Co. 
~ * > 
R. O. Blackford has been appointed 
sales representative, Buckingham 
Products Co., Detroit, to handle sale 
of polishing and buffing compositions 
and foundry supplies in the Grand 
Rapids, Mich., district. 
. . + 
Paul H. Dunakin, who recently re- 
tired as vice president-general mana- 
ger, Popular magazine, 
has been elected executive vice presi- 


Mechanics 





PAUL H. DUNAKIN 


dent, Hydro-Blast Corp., Chicago. Mr. 
Dunakin, a graduate of University of 
Michigan, served as a trust office 
with First National Bank of Chicago 
for 18 years prior to becoming as- 
sociated with Popular 
Ronald Webster has been appointed 
Sales manager of Hydro-Blast Corp 
Mr. Webster was vice president-gen- 
eral manager of the company until 
1941 when ill health required him to 
serve as a consultant only. 


Mechanics. 


° ° ° 


George H. Donalson has been ap- 
pointed assistant general 
the Carbon Limestone Co., 
ville, O. Mr. Donaldson vice 
president-general manager, the Ma- 
chined Steel Casting Co., Alliance, 
O., which discontinued operations in 
March. 


manager, 
Lowell- 
was 


7 . 

Horance R. McCoy, until recently 
chief metallurgist, Ohio Steel Found- 
ry, Lima, O., has been named metal- 
lurgist, Texas Electric Steel Casting 
Co., Houston, Tex. 

° ° ° 

Howard F. Tway has been ap- 
pointed sales representative, Griffin 
Wheel Co., Chicago, with headquar- 
ters at Kansas City, Mo. 
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The Hydra-Slinger With B&P 
Plate Feeder—Ease of opera- 
ion and accuracy of ramming 
ire assured with this compact, 
ligh speed, production unit. 
The B&P Plate Feeder provides 
a constant, measured supply of 
sand to the hydraulically con- 
trolled Hydra-Slinger. 





By BEARDSLEY & PIPER 


At A.F.S. Foundry Congress and Show— 
Booth No. 1206 to 1208 and 1309 to 1311 








The Junior Nite-Gang—The portable Junior Nite- 
Gang offers the same thorough sand conditioning as the 
Nite-Gang. This machine is loaded by front end loader, 
crane bucket, belt, shovel, or other means and has a 
capacity of approximately forty tons per hour. 













The Nite-Gang—A self-propelled, self-feeding machine, 
the new Nite-Gang answers a long felt need in the foundry 
industry. It eliminates manual operations and provides 
complete conditioning ... blending, magnetic separation, 
lump breaking, screening and aeration of up to forty tons 
of sand an hour. Wherever molding sand is prepared on 
the floor of the foundry, the Nite-Gang offers thorough- 
ness of conditioning never before available. 


















See other 
Better 
Foundry 
Methods 
on following 
pages! 

















BETTER METHODS 


By Beardsley & Piper 


Multiple Station “Slinger” Installation—No other Combination Sand Conditioning and Mulliny 
molding method offers the high production and flexi- Unit—Spearheading the new trend towards 
bility of these units. Automatic and manually con- the use of all-purpose mulled molding sand, 
trolled Speedslinger multiple station installations pro- these package units offer all the sand condi- 
duce molds at the lowest possible cost. Speedslinger, tioning advantages of a complete sand system 
B&P Turntable and B&P Champion Speed-Draws are at moderate cost. Built in six sizes, with capac- 
engineered and built as a team for maximum effi- ities of six to sixty tons an hour, these Pre- 
ciency and coordination. The exceptional versatility parator-Speedmullor units screen, magnetic- 
of these units makes them adaptable to the widest ally separate, aerate, completely mull and 
variety of high production jobs. cool the sand. 











The Tractor Sandslinger 
A completely self-contained unit, the 
Tractor Sandslinger is ideal for use in 
foundries having no auxiliary sand 
system. It blends, aerates and screens 
the sand and then rams it into molds 
with characteristic Sandslinger uni- 
formity and hardness. 


























The Motive Sandslinger—One of the 
most popular Sandslingers for jobbing 
i foundries, the Motive type provides the 
necessary flexibility for the ramming of 
molds and cores of greatly varying size. 









“ 










The Speedmullor—Lowest original 
cost—lowest maintenangé cost—lowest 
power cost per ton of satt@—mulled to 
its ultimate physical properties. ‘The 
Speedmullor completely mulls molding 

ZA and core sands 4! times as fast as any 
vy other sand mullor. Speedmullor cooling 
is the only really efficient and positive 
method of cooling while mulling ... the 
only method in which cooling air passes | 
through the mass of sand. 



















The Motive Speedslinger— Designed 
for ramming medium and heavy, pit 
and floor molds in jobbing foundries, 
the Motive Speedslinger has a greater 
range of operation and ramming capac- 
ity than any other molding method. 













See other 
Better 
Foundry 
Methods 
on next 


page! 











BETTER METHODS 


By Beardsley & Piper 






















and Mulling Unit 
| | Speedmullor 


Hydra-Slinger 
Mulbaro 


FOUNDRY 
ATTENTION 
ADDRESS 
CITY 


BEARDSLEY & PIPER 
Division of Pettibone Mulliken Corp. 
2424 N. Cicero Ave., Chicago 39, Illinois 


SEND CATALOG ON: 
|_| Complete Sand Conditioning 


|_| Motive Sandslinger 

|_| Motive Speedslinger 
Stationary Sandslinger 
Stationary Speedslinger 


Tractor Sandslinger 


HAVE B&P REPRESENTATIVE CALL 


The Mulbaro—Thorough mulling, 
minimum sand handling, lowest ini- 
tial and operating cost and real porta- 
bility are just a few of the many 
Mulbaro advantages. Several barrows 
may be used alternately, thus provid- 
ing the capacity of two or more mullors 
for slightly more than the cost of one. 


The Screenarator 

Three Screenarator models provide 
capacities of 750, 1000 and 1500 pounds 
per minute of thoroughly screened and 
aerated sand. Thousands of low cost 
Screenarators are in service in 
foundries all over the world and have 
proved to be an unbeatable sand 
conditioning investment. 


oe 








na 
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Laboratory Mulbaro 
Screenarator 

Nite-Gang 

Junior Nite-Gang 
Preparator 

B&P Champion Speed-Draw 
B&P Plate Feeder 

B&P Turntable 

B&P Gyratory Screen 


ZONE STATE 








The Laboratory Mulbaro 
The Laboratory Mulbaro thoroughly 
and uniformly mulls test batches facili- 
tating close laboratory control of all 
sand supplied to the foundry. Two or 
more mixing bowls may be used with 
one machine permitting several mix- 
tures to be prepared and tested without 
contamination of one batch by another 
and without loss of time. The remov- 
able mixing bowl and pivot mounted 
mulling mechanism permit easy 
cleaning. 


The Preparator—The efficient, 
heavy duty, streamlined, portable 
Preparator screens, breaks lumps, mag- 
netically separates, aerates and dis- 
charges up to sixty tons of sand an 
hour. Rugged construction assures 
years of dependable service even with 
the roughest of treatment. yg 





( Sead Coupon for pAAdditional Tuformation { 






























AFS Meets IN 
CLEVELAND 


(Concluded from page 99) 


addition to the Educational Divi- 
sion dinner meeting on Tuesday, 


several other dinners are scheduled. 
Chapter officers and directors will 
gather for their annual meeting Mon- 
day evening with AFS President Ed- 
win W. Horlebein presiding. The an- 
nual Canadian dinner will be held 
Tuesday evening, and the AFS 
Alumni group will dine Thursday eve- 


ning. Foreign visitors, a considerable 





LEONARD E. READ 
Banquet Speaker 


number of whom are expected to at- 
tend the Cleveland convention, will 
be honored by a reception the society 
is Sponsoring Tuesday at 4:30 p.m. 
The reception for international vis- 
itors, to be held at Hotel Statler, is 
likely to delegates 
from at least ten foreign countries, 


bring together 
it is indicated by advance reserva- 
tions made by 
abroad. Visitors from Great Britain 
will be headed by N. P. Newman, 
president of the Institute of British 
Foundrymen, who is managing direc- 
tor of Newman, Hender & Co. Ltd., 
Woodchester, Glos. 

Annual Meeting Busi- 
ness meeting of the society will be 
held Wednesday at 3 p.m. No other 
sessions are scheduled for that after- 
noon, and the Foundry Show exhibits 
also will be closed. In addition to the 
president’s annual address, the pro- 


foundrymen’ from 


Business 


gram includes election of officers and 
directors and awarding of prizes in 
the national apprentice contest. 
Nominees for 1950-51 officers and 
voted on at that 
meeting are: President, Walton L. 
Woody, National Malleable & Steel 
Castings Co., Cleveland; vice presi- 
dent, Walter L. Seelbach, 
Foundry Inc., Cleveland. Director for 


new directors to be 


Superior 
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one year: Retiring President Edwin 
W. Horlebein, Gibson & Kirk Co., 
Baltimore. Directors for three years: 
J. J. McFadyen, Galt Malleable Iron 
Co., Galt, Ont., Canada; J. O. Oster- 
gren, Lakey Foundry & Machine Co., 
Muskegon, Mich.; Frank W. Shipley, 
Caterpillar Tractor Co., Peoria, Ill; 
James Thomson, Continental Foundry 
& Machine Co., East Chicago, Ind. 
E. C. Troy, National Engineering 
Co., Palmyra, N. J. 

Immediately following the annual 
business meeting, the Charles Edgar 
Hoyt Annual lecture will be presented 
by W. W. Levi, metallurgist, Lynch- 
burg Foundry Co., Radford, Va., on 
“Operation of the Cupola.” 

Mr. Levi, who is well known as a 
technical before foundry 
groups, received a degree in chem- 


speaker 


ical engineering from the University 
of Michigan and later did postgrad- 
uate work in France. He has been 
an active member of the AFS Gray 
Iron Division, serving on the program 
and papers, shop course, section siz 





Non-Ferrous Founders Plan 
Son-Father Dinner 


Non-Ferrous Founders’ So 
ciety will sponsor a Son-Father 
Dinner during the AFS Cleve- 
land convention. It is sched 
uled for 6:30 p.m., Monday, 
May 8, at the Cleveland Ath- 
letic Club. Patterned after the 
dinner held a year ago at St 
Louis, it will honor veterans 
of the industry and their sons 
The committee in charge of ar- 
rangements for the dinner is 
headed by Alex Cadman, the 
A. W. Cadman Mfg. Co., Pitts- 
burgh, and Arthur Fischer, the 
Fischer Casting Co., Plainfield, 
ae 











relationships and test bar design com 
mittees. 

Annual Banquet Departing from 
the practice of recent years, the an- 
nual AFS banquet will be held Wed- 
instead of Friday 
Hotel Statler’s ball- 

speaker will be 


nesday 
The site will be 
room. Principal 
Leonard E. Read, president, Founda- 
cconomic Education, Irving 


evening 


tion for 
ton-on-the-Hudson, N. Y., on the sub- 
ject “Students of Liberty.” The ban- 
quet also will be the occasion for the 
annual presentation of AFS awards 
to outstanding foundrymen for their 
contributions to the society and in- 
dustry. Details on these awards ar 
given on pages 110-111 of this issue 
The Banquet North 
eastern Ohio Chapter has Gilbert J 
Nock, Nock Fire Brick Co., as chair 


Russell F. 


Committee of 


man and Lincoln, Russell 


FE. Lincoln & Co., as vice chairman. 

Ladies Entertainment—Lady visi- 
tors accompanying AFS members to 
Cleveland during convention week will 
be guests of the Northeastern Ohio 
Chapter in a program of entertain- 
ment arrangement by a committee 
headed by Mrs. Frank G. Steinebach, 
chairman, and Mrs. Gilbert J. Nock, 
vice chairman. Registration head- 
quarters for ladies will be on the 
mezzanine floor of Hotel Cleveland. 
The registration desk will be open 
from 1 to 4 p.m. on Sunday, May 7; 
from 9:30 a.m. to 5 p.m. Monday 
through Wednesday, and 9:30 a.m. 
to noon Thursday. A group directed 
by Mrs James G. Goldie and Mrs. 
Lloyd W. Leeseberg will be in charge 
of registration. 

The ladies’ entertainment program 
will open Monday afternoon with tea 
tendered by the national AFS. It will 
be held in the ballroom of Hotel 
Cleveland at 3 p.m. and will feature 
a duo-piano recital by Thelma Merner 
Goldsword and Ruby Chavalier Car- 
roll. Hostesses at the tea will be 
Mrs. Arthur J. Tuscany and Mrs. 
Fred J. Pfarr. 

On Tuesday a luncheon, followed 
by a style show, is scheduled for 
1 p.m. in the auditorium of the Higbee 
Co. store. Mrs. F. Ray Fleig and 
Mrs. Johnston are 
hostesses for this event. 

No formal entertainment is plan- 
ned for Wednesday, the day of the 
annual banquet. Thursday’s program 
includes a sight-seeing tour of Cleve- 
parks, cultural centers, resi- 


Thomas G. 


land’s 





W. W. LEVI 
Charles Edgar Hoyt Lecturer 


dential districts and shore drives. 
Buses will start from Hotel Cleve- 
land at 11 a.m., the tour ending at 
Hote! Lake Shore in time for lunch. 
This will be followed by a book re- 
view by Aileen Benninghoff. Buses 
will return the visitors downtown 
about 3 p.m. Hostesses for the day 
will be Mrs. Gilbert J. Nock and Mrs. 


John A. Sharritts. 
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Again Eclipse is proud to present one of the 
most unusual and most important develop- 
ments that has been made in recent years in 


the industrial gas field. 


Complete and Positive Safety 


No longer do you need to be satisfied 
with one-way safety on your gas-fired installations. 
The new Series “LT” Lock-Tite Safety Valve makes 
possible for the first time instantaneous Gas Shut-Off 
under amy or all unsafe conditions. It is available 
with electric solenoid, for unsafe flame conditions; 
or with diaphragm actuators to protect against 
failure of either low pressure, medium pressure or 
high pressure gas and air. 

These various combinations, to suit 
the particular requirements of your application, are 








interchangeable, and can be made without removing 
the valve from the gas line. 


Safe—must be Re-Set Manually 

If an unsafe flame failure condition 
exists, the solenoid valve becomes de-energized, 
permitting the gas valve to snap shut. The valve 
then can only be opened or re-set manually and that 
can be done only after the unsafe condition has been 
corrected, which offers a double protection! 


Simple to Install and Service 

All units are supplied with flange 
connections for ease in servicing. Light alloy mate- 
rials reduce shipping and handling weight. 

Supplied in pipe sizes up to 6” with 
gas capacities up to 20,000 CFH (based on .5” 
pressure drop). 


White fot Bulticti, yp.) 


Eclipse Fuel Engineering Company [UG:¢ 








725-5 South Main Street, Rockford, Illinois 


Eclipse 
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Norse Foundrymen 
Visit U. 8. A. 

A delegation of technical and op- 
erating men representing the Nor- 
wegian foundry industry is touring 
foundry centers in the United States, 
with a stop scheduled for Cleveland 
during the AFS convention. John 
Sissner is team leader, with Torolf 
Krogvig as secretary. Mr. Sissner is 
a member of the AFS and ASM and 
the Institute of British Foundrymen. 
Author of Cast Iron Metallurgy and 
Modern Foundry Technic, he was 
awarded a silver medal in 1939 by the 
Polytechnic Association of which he 
previously was secretary general. He 
is chairman, Foundry 
Technical Association, a consulting 
engineer and Scandinavian represent- 
ative of the International Meehanite 
Metal Co. A previous visitor to the 
U. S. A., he worked here as a furnace 
man in 1920-21. 


Norwegian 


Torolf Krogvig is a consulting en- 
gineer and chief engineer, Statens 
Teknologiske Institut, Foundry Divi- 
sion; secretary, Norwegian Foundry- 
men’s Association; honorary member, 
Norwegian Superintendent’s Associa- 
tion; editor, Foundrymen’s Journal of 
Norway; member AFS; author of 
Foundry Technology for Moulders; 
and worked in American foundries 
in 1932. 

Other members of the team include 
Harry Karlberg, molding foreman, 
A/S Myren’s Verksted, Oslo; Ivar 


Larsen, molder; Karl Stenstadvold 


works manager, Foss Jernstoperi, Os- 
lo; T. O. Jahren, patternmaker fore- 
man, A/S Fredriksstad mek. Verks- 
ted, Fredrikstad; Marthin- 
sen, molder, Knut Tronstad, assistant 
to works manager, Jotul og Kvaerne! 
Ovnstoperi, Oslo; Einar Johnsen, 
molding foreman; Ragnar 
molder; Ragnar Astad, works man- 
ager, Sandnes Stoperi, Sandnes; Ton- 
nes Tollefsen, molder; Torkel Serig- 
stad, molding foreman, Serigstad 
Mask Verksted; Gunnar Myhrvold, 
molding foreman, Hamar Jernstoperi 
Ragnar Byrnildsbakken, chief engi- 
neer, A/S Strommens_ Verksted 
Strommen; Oddleiv Kristiansen, mold- 
er, Raufoss Ammunisjonsfabrikke1 
Raufoss; Conrad Birkeland, works 
manager, Norwegian State Railway 
Co., and chairman, Norwegian Ad 
visory Council for Foundries 


Birger 


Olesen, 


Book Review 


Welding Handbook, third edition, 
cloth, 1651 pages, 6 x 9 in., published 
by the American Welding Society 
New York. Price $12. 

The handbook, perhaps the most 
authoritative work on the subject, was 
prepared under the direction of the 
welding handbook committee of the 
society, and represents the effort and 
experience of more than 250 experts 

Twenty-seven chapters are devoted 
to the more than 30 welding and cut- 
ting processes used in industry to- 
day. Thirteen chapters contain infor- 
mation on ferrous and nonferrous 
metals commonly welded, including 


their general properties, how to weld 
them with the different welding pro- 
cesses and their use by different 
industries, 

Eleven chapters contain information 
on design, material, workmanship and 
inspection requirements for industrial 
applications. Additional chapters are 
devoted to data for estimating costs, 
physics of welding, welding metal- 
lurgy, 
and definitions, general engineering 
tables for shop and office use and 
Welding standards. More than 300 
tables and a 69-page index are in- 


a dictionary of welding terms 


cluded 


Survey of Foundry 
Karnings 


National Foundry Association, 53 
West Jackson Blvd., Chicago 4, has 
completed its annual survey of earn- 
foundry occupations, and 
copies have been mailed to the 1200 
foundries which contributed informa- 
tion and statistics to make the study 
possible. The survey covers straight 
time hourly earnings in the 19 im- 
labor 


ings in 


portant classifications con- 
nected with foundry operations. Rates 
in these classifications are designated 
by cities. The document also carries 
an outline of the technical literature 
published by the National Foundry 
Association, together with “The Na- 
tional Program for the Foundry In- 
dustry,”’ as outlined by the associa- 
tion 





land 


tic City, N. J. 


May 8-12—American Foundrymen’s Society, annual 
convention and exhibition, Public Auditorium, Cleve- 


May 19—Malleable Founders’ Society, eastern sectional 
meeting, Commodore Hotel, New York 

May 26—Malleable Founders’ Society, western sec- Oct. 19-20—Texas Regional Foundry Conference, San 
tional meeting, Drake Hotel, Chicago 

June 1-3—Electric Metal Makers Guild, annual meet- 
ing, Shawnee Hotel, Springfield, O. 

June 22-23—Malleable Founders’ Society, annual meet- 
ing, The Homestead, Hot Springs, Va. 

June 26-30—American Society for Testing Materials, and Society 
annual meeting and exhibition, Haddon Hall, Atlan- 


July 28—Malleable Founders’ Society, western sec- 


Meetings of Interest to Foundrymen 


Oct. 13-15—Non-Ferrous Founders’ Society, annual 
meeting, Hotel Statler, Boston 


Antonio, Tex 


Institute of 


Nov. 2-3 
Purdue 


Oct. 13-14—Gray Iron Founders’ Society, annual meet- 
ing, Netherland Plaza Hotel, Cincinnati 


Oct. 23-27—National Metal Congress and Exposition 
sponsored by American Society for Metals, Amer- 
Society, 

Mining and Metallurgical Engineers, 

for Non-Destructive Testing, Interna- 

tional Amphitheatre, Chicago. 


ican Welding 


Metals Casting Conference, sponsored by 
University with 


Metals Branch—American 


Central Indiana and 


tional meeting, Drake Hotel, Chicago 
Sept. 25-26—Steel Founders’ Society of America, fall 


Michiana Chapters of AFS, Purdue University, West 
Lafayette, Ind 


meeting, The Homestead, Hot Springs, Va. 

Sept. 28-29—All Canadian Foundry Conference, Ham- 
ilton, Ont. 

Oct. 12-14—Foundry Equipment Manufacturers Asso- Nov. 9-11—Steel Founders’ Society of America, an- 
ciation, annual meeting, Greenbrier Hotel, White nual technical and operating conference, Carter 
Sulphur Springs, W. Va. Hotel Cleveland 


Nov. 9-10 — National Foundry Association, annual 
meeting, Edgewater Beach Hotel, Chicago 
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INC oF MOLDING MACHINES 


Proven and Exclusive Features 
| 


ESTABLISHED AND PROGRESSIVE MANUFACTURERS OF: 


Molding Machines, Core Grinders, Core Blowers, 


| Briquetting Presses, Vibrators 


* * * 


LA KL) SLR 


CORE BLOWERS + CORE GRINDERS. «4/7 MOLDING MACHINES + BRIQUETTING PRESSES 


MILWAUKEE 9 Pound, Equipment 


Division of SPO Inc. 
3236 W. PIERCE STREET, : “ MILWAUKEE 15, WISCONSIN, U.S.A. 
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STEEL FOUNDERS’ SOCIETY 


Holds Annual Meeting 


ESEARCH, 
ment, cost control, and pen- 


product develop- 
sion and insurance plans were 
topics featured in discussions at the 
annual meeting of the Steel Found- 
ers’ Society of America held at the 
Edgewater Beach Hotel, Chicago, 
Mar. 21-22. An attendance of 290 
set a record for the society 
Announcement was made of the 
re-election of the following officers: 
President, Thomas H. Shartle, presi- 
dent, Texas Electric Steel Casting 
Co., Houston, Tex.; vice president, 
John E 
charge of sales, National Erie Corp., 
Erie, Pa.; treasurer, Royal G. Parks, 
controller, National Malleable & Steel 
Cleveland. G. Rhoads 


Mullen, vice president in 


Castings Co., 
Casey, chairman of the board, Tread- 
well Engineering Co., Easton, Pa., 
was elected to the executive commit- 
tee to serve with Mr. Shartle and 
Mr. Mullen 

The Lorenz Memorial Gold Medal 
for 1949 was awarded to A. J. Mc- 
Donald, vice American 
Steel Foundries, Chicago, for distin- 


president, 


guished service to the steel casting 
industry John F 
manager, Commercial Steel Casting 
Co., Marion, O., received the National 


Lacey, works 


Technical and Operating Gold Medal 
for 1949 for outstanding service in 
the technical and operating field of 
the industry. Sam F. Carter, Ameri- 
can Cast Iron Pipe Co., Birmingham, 
won first prize for the best contribu- 
tion to “Steel Foundry Facts” dur- 
ing 1949. 

In the annual report of the execu- 
tive vice president, F. Kermit Don- 
aldson discussed the various meet- 





THOMAS H. SHARTLE 
President 
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and ERLE F. ROSS 
Chicago Editor 
THE FOUNDRY 


ings of the industry held the past 
year and outlined the numerous ac- 
tivities of society committees. He 
pointed out that the Advertising and 
Public Relations Committee was 
most active during the year, spon- 


soring such work as publication of 


the booklet “A Steel Casting Indus- 
try, Build With Steel Castings,” pro- 
duction of ten additional display 
panels for the educational program 
at engineering schools; revision of 
the direct mail list; sponsoring work 
of the publicity and public relations 
representative and 
displays for the fall and annual 
meeting of the society. 

Mr. Donaldson reported that dur- 
ing the year the society became as- 
sociated with the Foundry Educa- 
tional Foundation. Also, the liaison 
program with the engineering schools 


preparation of 


has been completely revised under 
the sponsorship of the Educational 
Committee. In conclusion Mr. Don- 
aldson stressed the fact that some- 
how the industry must find time for 
critical self examination, time to 
think and plan for a vastly better 
industry in a very much better na- 
tion—in a vastly improved world. 


The steel foundry industry must be 


more articulate. Unless this is done, 
he believes that the industry is fall- 
ing short of its job. 

Charles W. Briggs, technical and 
research director, reported in some 





J. E. MULLEN 
Vice President 


detail on technical and research ac- 
tivities. He reviewed the work of the 
Technical and Operating Committee 
which included the sponsoring of the 
annual T & O Conference in Cleve- 
land in September, where the pro- 
gram featured metal fluidity and 
temperature control, a quiz session, 
consideration of reduction of costs 
and improvement of quality, and dis- 
cussion on methods of redesigning 
weldments and forgings to _ steel 
castings. Eighty-one group meetings 
of the T & O group also were held 
during the year. 

Mr. Briggs stated that during the 
year only one research report was is 
sued, dealing with the flow of molten 
steel in sand molds. A 45-minute 
silent color movie, produced in con- 
junction with that report, is being 
released to member companies for 
plant showing. The contest spon- 
sored by the National Safety Com- 
mittee during June, July and Au- 
gust, with 132 foundries participat- 
ing, reculted in 39 foundries main- 
taining perfect safety records and 14 
others having cumulative frequency 
ratings of 10 or less for the three 
months. As a result, 53 foundries re 
ceived contest awards, compared with 
32 the previous year. Mr. Briggs also 
reported that the board of directors 
had decided to revise the handbook 
and that a number of chapters ars 
being rewritten and revised 

William J. Phillips, product devel 
opment director of the society, out- 
lined work done the past year in fur- 
thering use of steel castings. One 
phase of this program has had ex- 
cellent results. A foundry arranges 





G. RHOADS CASEY 


Executive Committeeman 
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for some of its personnel to visit 
the plant of a customer during the 
day and study the components used 
to manufacture the latter’s product. 
That «vening one of the foundry per- 
sonnel will discuss steel castings as 
¢ompared with other types of com- 
ponents, and indicate where steel 
castings might be used advantage- 
ously. Best results have been secured 
where both the customer and the 
foundry have standards departments 
to provide cost data to determine if 
castings can compete with other 
methods of fabrication. Mr. Phillips 
also reported a conference is to be 
held at Purdue University where 
representatives of castings, forgings 
and weldings will discuss the reasons 
for use of these fabricating methods 
for particular types of components. 


Safety Records Announced 


Following luncheon, announcement 
was made of the foundries with out- 


standing safety records for 1949. 
These included: 
With frequency rates of 0: Calu- 


met Steel Castings Corp., Hammond, 
Ind.; Gunite Foundries Corp., Rock- 
ford, Ill.; Hughes Tool Co., Houston, 
Tex.; Skagit Steel & Iron Works, 
Sedro-Woolley, Wash. Frequency 
rates under 10: 1.6, Carnegie-Illinois 
Steel Corp., Johnstown, Pa.; 2.3, 
3ethlehem Steel Co., Bethlehem, Pa.; 
1.2, Chapman Valve Mfg. Co., Indian 
Orchard, Mass.; 5.3 Symington-Gould 
Corp., Depew, N. Y.; 5.7, 
Steel Castings Corp., Eddystone, Pa.; 


General 


6.1, Mackintosh-Hemphill Co., Pitts- 
burgh; 6.6, General Steel Castings 
Corp., Granite City, Ill.; 6.7, Ross- 


Meehan Foundries, Chattanooga; 7.1, 
Continental Foundry & Machine Co., 
East Chicago, Ind.; 8.6, Bethlehem 
Steel Co., Steelton, Pa.; 8.9, Key Co., 
East St. Louis, Ill.; 9.1, Unitcast 
Corp., No. 1, Toledo, O 

An interesting report of the Prod- 
uct Development Committee was pre- 
sented by A. J. McDonald, chairman 
He said the product development di- 
rector had given 77 talks on the gen- 
eral subject of quality improvement 
and 66 presentations selling the in- 
dustry and its products to engineer- 
ing societies, individual customers 
and educational institutions. Mr. Mc- 
Donald indicated that the Specifica- 
tions Committee has been at work 
through members in eight districts 
and that it is anticipated a recom- 
mended definition of minimum stand- 
ards of quality for ordinary carbon 
steel castings will be presented for 
approval soon. 

Mr. McDonald stated that the com- 
mittee wishes to re-emphasize three 
recommendations made: 
That each foundry have a _ product 


previously 
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1949 GOLD MEDAL WINNERS OF THE SFSA 





JOHN F. LACEY 
T. & O. Medalist 


John F. Lacey, works manager, 
the Commercial Steel Casting Co., 
Marion, O., is a veteran operating 
executive known widely in the indus- 
try. After leaving Kent University 
he taught school for three years and 
then spent two years with the Hy 
draulic Press Mfg. Co., Mt. Gilead, O 
Beginning at the Commercial Steel 
Casting Co. in 1922, he first served 
as a shipping clerk and worked pro- 
gressively through piecework rate- 
setting responsibilities, as assistant 
production manager, production man- 
ager, and works manager, to which 
latter post he was appointed in 1937 
Mr. Lacey has been active in affairs 
of the Steel Founders’ Society for a 
number of years and served as chai! 
man of the society’s Division No. 5 
Technical and Operating Committee 
He subsequently became chairman of 
the national Technical and Operating 
Committee, which office he has filled 
for the last three years 





A. J. McDONALD 
Lorenz Medalist 


A. J. McDonald, vice president of 
American Steel Foundries, entered 
the foundry industry with the Stand- 
ard Roller Bearing Co., Philadelphia. 
He later became purchasing agent of 
the company, and when it was ac- 
quired by the Marlin-Rockwell Co., 
Mr. McDonald served as purchasing 
agent for several additional subsidi- 
aries. Leaving Marlin-Rockwell in 
1919, he joined Lebanon Steel Found- 
ry, Lebanon, Pa., as a salesman, later 
becoming manager of sales, and vice 
president in charge of sales. Mr. 
McDonald resigned from Lebanon in 
1939 to become vice president in 
charge of sales for American Steel 
Castings Co., Newark, N. J., a sub- 
sidiary of American Steel Foundries. 
Four years later he was elected vice 
president of the latter and was trans- 
ferred to the company’s main offices 
in Chicago in charge of industrial 
steel casting and automotive division 


sales 





development engineer or someone to 
function in a 
development of new uses and _ the 


similar capacity in the 


improvement of existing steel cast- 
ing applications; that much greater 
attention be given to the selection 
and training of salesmen and sales 
engineers, pointing to the necessity 
of having well qualified men to sell 
cast steel parts intelligently on some 
thing other than price; that a pro 
quality 


gram of improvement in 


costing methods be initiated in each 

individual plant 
The committee recently sent a 

questionnaire to 150 foundries and 


of the 55 replies received, 22. ré 
ported actual accomplishments fron 
the product development  progran 
and 18 reported encouraging starts 
The 22 foundries reported approxi 
mately 4425 tons of conversions of 
other products to steel castings had 
value of 


produced an approximate 


$1,825,000. In closing, Mr. McDonald 
stated that tangible dollars-and-cents 
results are beginning to accrue to the 
more alert industry members as a 
result of product development appli- 
cation 

William T. Bean, Jr., consulting 
Detroit, presented an _ in- 
teresting discussion on “Good Cast- 
ing Design—On Purpose.” Mr. Bean 
stressed the importance of manage- 
ment assistance and stated that man- 
agement, to be good, should run in- 
terference, not cause it. In the mat- 
ter of design he emphasized that 
good design and good foundry prac- 
tice fortunately are compatible. In 
his opinion it is more important to 
give the other fellow more for his 
money if successful operations are 
to continue. Mr. Bean closed with 
his famous coat hanger demonstra- 
tion which illustrated the import- 

(Concluded on page 171) 
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REDFORD NO. 2 STATIONARY MAGAZINE TYPE 
CORE BLOWER..... 


New standords are being set with this machine, 
because every motion of your operator has been 
correctly evaluated to obtain a maximum of pro- 
duction with a minimum of effort. 



























8 OUTSTANDING FEATURES: 


. Large stationary work area. 

. Large sand supply hopper. 

Stationary sand magazine. 

Easy accurate locating of core boxes. 

Quick change magazine heads. 

Quick adjustment for different height core boxes. 
Quick change, fully adjustable, vertical clamping 
attachment. 

Actuating one handle clamps the core box, blows 
the core and releases the core box, in two 
seconds. 


NOUN > 


@ 


CAPACITY: Cores up to 5+ 


Write for Specification Bulletin ‘‘F’’ 





REDFORD 
CARTRIDGE TYPE 
BENCH CORE 

BLOWER..... 






The original small core blower .. Proven simplicity, speed and 
flexibility. Makes cores up to 2*. 


Thousands in use in American Foundries . . 
Write for Specification Bulletin “G” 


VISIT OUR BOOTH NO. 1520 AT THE FOUNDRY SHOW 


IRON & EQUIPMENT CO. 


PHONE: KEnwood 1-8611 
20733 GLENDALE AVENUE ° DETROIT 23, MICHIGAN 
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(Concluded from page 169) 

ance of proper design of any product. 

To control costs, management must 
know its costs. This was an intro- 
ductory statement made by Clarke 
L. Shabino, Peat, Marwick, Mitchell 
& Co., Chicago, certified public ac- 
countants, in addressing the Wednes- 
day morning’ general 
“Managerial Control of 


Costs.” 


session on 
Variable 


Some costs can be controlled, some 
only partially and some not at all, 
the speaker asserted. He divided costs 
into four general categories: (1) Ex- 
penses related directly to activity; 
(2) expenses only partially related to 
activity; (3) expenses not related at 
all to activity, although possibly re- 
lated to anticipated activity; and 
(4) expenses related to the long-range 
view. Tools of control, Mr. Shabino 
continued, are three: (1) The account- 
ing systems; (2) reports; and (3) 
budgetary control system. 


Favors Monthly Reports 


Among important reports, he men- 
tioned profit and loss statements, de- 
tailed reports by jobs, materials re- 
ports, labor reports, departmental ef- 
ficiency reports, payroll analyses, 
overhead reports, and the like. To be 
useful and effective, reports should 
be issued at least monthly 
quently if possible—-and be _ issued 
promptly. 

Mr. Shabino pointed out that there 
are two classes of expense budget. 
One presents a fixed forecast where 
business of the company is stable; 
the other presents a variable or flexi- 
ble budget where volume undergoes 
change. 


more fre- 


“Pension and _ Insurance Plans” 
were outlined in a most illuminating 
fashion by William W. Fellers, Wash- 
ington office of the Wyatt Co., Chi- 
cago, consultant on pensions and 
benefit plans. Subject was _ intro- 
duced by an outline of developments 
starting with passage of the Social 
Security Act in 1935. 

Principal considerations in any pen- 
sion plan, Mr. Fellers emphaized, are 
the amount and range of the bene- 
fits. In general, two plans are used. 
In one, pensions are paid from pay- 
roll and considered as payroll con- 
tinuation. The other sets up a pen- 
sion fund; this procedure, according 
to the speaker, is the more satisfac- 
tory to employees because of the per- 
manence afforded over the payroll 
continuation arrangement. 

Among the many factors affecting 
pension costs is that of mortality or 
life expectancy. Rule of thumb for 
ealculating life expectancy of em- 
ployees is to subtract an individual’s 
age from the fixed figure of 85, then 
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multiply by the factor 0.7. Life ex- 
pectancy has _ increased markedly 
over the years, currently being 65 
years. 

Another and most important fac- 
tor is that of interest earned by the 
fund. Proof of this, the speaker 
pointed out, is that $1 invested at 3 
per cent interest doubles itself in 
about 23 years. Consequently, a com- 
pany can discount its investment in 
a plan, although not to the extent it 
would expect it should. Still another 
factor is the age level of employees 
when the plan is initiated. This de- 
termines how much capital and ac- 
cumulated interest the employer must 
put up for 
ing retirement age. 

Many plans provide for pensions 
related to salary or wage levels. Mr. 
Fellers observed that the usual pro- 
cedure is to base the pensions on 
average earnings over the ten-year 
period prior to retirement. 

Most prevalent practice is to base 
pension plans on retirement at 65 
Surprisingly cost to the employer de- 
creases 20 per cent when retirement 
takes place at age 68, and 28 per 
cent when retirement is at 70. On 
the other hand, cost increases about 


employees approach- 


50 per cent if the employee retires 
at 60. 

In summarizing, Mr. Fellers em- 
phasized that the sound basis for 
setting up a pension fund is what 
is sound actuarily. His listeners were 
provided a sheet detailing ranges in 
costs in cents per hour for unidenti- 
fied companies under the _ Ford, 
Modified Ford, UAW, Bethlehem 
Steel, United States Steel and Re- 
public formulas. Another sheet pre- 
sented examples of benefits under the 
Bethlehem and Modified Ford formu- 
las. These data showed the most 
costly plan is that proposed by 
the UAW. The speaker explained 
that there are no known settlements 
on this basis. 

Speaker at the industry lucheon 
concluding the two-day meeting was 
James D. Arrington, mayor, Collins, 
Miss., and editor and publisher of 
the Collins News-Commercial. A 
humorist of the first order, he never- 
theless conveyed a serious mesage 
under the topic, “Yesterday, Today 
and Tomorrow.” In essence, he 
charged that Americans worry too 
much, and frankly suggested they 
do sonie serious thinking to solve 
their problems. 
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years ago. 


melted in a reverberatory furnace. 
from each cast if not too heavy. 





BRONZE CANNON were being made and used as recently as one hundred 
The alloy used was 90 parts copper to 10 parts tin. 
13,481 pounds of bronze to make a cannon casting of 8291 pounds. Fuel 
used was wood, and, as shown by the sectional drawing, the metal was 
The cannon was cast vertically, four 
(From Muspratts’ Chemistry published in 
England in 1853, p. 548) 
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SAND RECLAIMED 
BY HYDRO-BLAST 


» Will produce better castings 





than new sand 





» Cost much less than new sand 











AND WE’LL BE DELIGHTED TO PROVE IT! 


By sand reclamation we mean “the processing of 
waste foundry sand in such a manner that it will 
replace new sand in core and molding sand practice 
with equal or superior results.” 


We do not consider that either 


® passing used sand through air separators to re- 
move fines, or 


® adding used core sand to molding sand to in- 
crease permeability 


can be defined as Sand Reclamation. 








Auditorium Exhibit Hall 


At the Foundry Show 


Booth 410 





to 


WNDRO 


2550 NORTH WESTERN RE- 


Good reclaimed sand, in the Hydro-Blast book, 
must be equivalent or superior in every respect to 
new sand—for example, as to 


® permeability ® compressive strength 


® controlled density ® baked tensile strength 


® dry strength ® hot properties 


It must correspond closely to parent new sand as to 
control of grain size and grain distribution, as to 
loss on ignition and gas evolution. 


Hydro-Blast reclaimed sands meet all those quali- 
fications. 
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In the case of used sand from a good parent sand, 
the Hydro-Blast method of reclamation will accomplish 


85 to 95 PER 


CENT RECOVERY 





Direct savings resulting from use of the Hydro- 
Blast Sand Reclamation System will, as a rule, 
pay for the installation within two to four years. 
Even more important, though impossible to cal- 
culate, are the indirect benefits— 


* The economy of using a better quality of 
sand 


® The resulting improvement in finish of castings 
and in the quality of castings 


® The important corollary benefits through reduced 


costs of cleaning and machining 


A sound and essential first step toward realizing 
these fundamental benefits is to discuss your sand 
problems with Hydro-Blast engineers. 


Advantages to you of such conversation are spe- 
cific and immediate: 


@ As a result of fourteen years of continuous 
study of foundry waste sands and how to re- 
claim them, Hydro-Blast engineers know the 


answers 


@ You can avoid a painstaking and costly proc- 
ess of trial and error by using that wealth of 
Hydro-Blast experience as your own—we have 
made the mistakes and paid for them 


@ Through our own exhaustive program of study 








<A Sac nt a 


and test we have learned how to evaluate a 
foundry’s sand problems by analysis of its 
waste sands 


@ Thorough tests of your waste sands, comparable 
to actual production conditions, are available 
to you in the Hydro-Blast pilot plant—a com- 
plete sand reclamation system of 3 tons per 


hour capacity 


@ That pilot plant is available to you for a proc- 
essing test of waste sand from your foundry — 
a sample of not less than 10 tons. Hydro-Blast 
experience has proved that tests of samples 
less than 10 tons are inconclusive and not to 
be relied upon; and that a processing rate of 
less than 3 tons per hour does not simulate 


actual foundry operation 


As a result of such a test, the 9 tons of sand re- 
claimed from your 10-ton sample will be returned 
for use in making castings in your foundry. 
One additional vital discovery you will make, 
through any experience with Hydro-Blast — 


1g castings 
ies many 
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Doesn’t it appear that you and we can profitably 


“talk sand?’’ You say when. 
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KVELOPM! 


By EDWIN BREMER 








ONSIDERABLE interest seems 
C to have arisen lately in a proc- 
ess for making castings which 
uses thin shell-molds of the same con- 
tour as the patterns. Odd feature is 
that the procedure hardly is new; 
this department in the April, 1948 is- 
sue on page 132 presented some prac- 
tical working facts regarding it, Lat- 
er in the October, 1948 issue on page 
130 an article entitled “Precision 
Molding Process Employs Resin Bind- 
er” by W. M. McCullough described 
the procedure in more detail. 
Briefly, it was developed in Ger- 
many and is known as the “C” or 
Croning process. Molding material 
is a dry mixture of silica sand with 
6 to 8 per cent resin binder which is 
placed in a flask on a heated pattern 
for a few seconds to produce the shell 
mold. Excess material is dumped out 
for further use. Pattern and its cov- 
ering shell-mold are placed in an oven 
to polymerize or harden the mold. 
Half molds are pasted together and 
backed up with shot or dry sand for 
pouring. Cores are made by blow- 
ing the mixture into heated coreboxes. 
Molds and core walls are about % to 
‘y-in. thick, and it is claimed that ex- 
ceptionally smooth surfaces and thin 
section castings can be produced in 
ferrous and nonferrous alloys. 


* * * 


RECENTLY D. H. Woodard, Na- 
tional Bureau of Standards, developed 
a technique which uses polarized light 
to make visible differences in orien- 
tation that result from deformation 
of a fully annealed specimen of Monel 
metal. Procedure is to give the pol- 
ished specimen a 4-second etch with 
an aqueous solution of chromic and 
nitric acids in ammonium chloride 
which makes the surface optically ac- 
tive. Though use of the technique 
thus far has been confined to Monel, 
the method is expected to find appli- 
cation in studies of plastic deforma- 
tion in other metals such as copper, 
aluminum, nickel and alpha iron. 


* * * 


LATEST issue of Minerals Year- 
book, authoritative source of infor- 
mation on domestic and foreign min- 
eral commodities compiled by the Bu- 
reau of Mines, now is available for 
$4.25 from the Superintendent of Doc- 
uments, Government Printing Office, 
Washington 25. Containing 1593 
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pages of basic data for the year 1947, 
the book records output distribution 
and consumption of all known min- 
eral commodities. Various commodi- 
ties are arranged alphabetically in 64 
chapters from abrasives to zinc. 


* * * 


ACCOMPANYING illustra- 
tion shows a strongback which lifts 
mold flasks weighing up to a ton and 
saves steps in rolling over. Designed 
by a molder at the Long Beach Naval 
Shipyard, it consists of an 8-ft in- 
verted T-bar, serrated on its upper 





ONE ON EACH END 


edge to hold flasks of several lengths, 
from which two chain loops are sus- 
pended. A U-shape handle at each 
end of the flask aids in flipping it over 
while supported in the loops. Lifting 
is done by means of a V-bar welded 
to the center of the strongback. 


* * * 


GRAPHITE in briquet form is a 
good material for increasing the car- 
bon content in gray iron where the 
charged raw material tends to pro- 
duce total carbon lower than desired. 
Procedure is to place a number of 
the briquets on the sand bottom of 
the cupola before making up the 
bed, and to add some under the coke 
split. 


7 * * 


CALCIUM, like cerium and mag- 
nesium, will produce nodular struc- 
tures in cast iron, but it is extremely 
difficult to introduce into the iron, ac- 
cording to an investigation by Mor- 
rogh reported in the February issue 
of the Journal of Research and De- 
velopment, British Cast Iron Research 
Association. As in the case of its 
counterparts, Ca will not dissolve un- 


less the S content is 0.02 per cent o1 
less, and the residual content of Ca 
must be above 0.02 per cent to pro- 
duce completely nodular structures 
Morrogh found that nodular struc- 
tures could be produced by blowing 
a large excess of calcium silicide 
through molten hypereutectic iron 
with a stream of nitrogen. 


* * * 


RECENTLY issued U. S. Patent 
No. 2,500,556 describes a method of 
producing castings by using pressure 
just as the metal or alloy is freezing 
or solidifying. Metal mold is in sec- 
tions designed so that they are slight- 
ly separated while being filled with 
molten metal. Mold sections are 
brought together in final position just 
as the flow of metal through the cav- 
ity is being arrested by solidification. 
Procedure is claimed to produce a 
strong dense casting with fine surface 
detail. 


* * * 


NEWEST aid to various industrial 
operations is wired television which 
permits “close-up” viewing of opera- 
tions at a distance. Camera is lo- 
cated close to the operation, and the 
viewing screen up to 1000 ft or more 
away. Viewing angle of lens is 150°, 
and the lens is quite sensitive to in- 
frared light, permitting it to pene- 
trate smoke and fog. It is claimed 
that the device provides 60 individual 
image fields per second, that opera- 
tion is stable once adjustment is cor- 
rect, and simple to control. It is op- 
erated on any 105 to 125 v, 60 cycle 
circuit. 

* . * 

BUREAU of Mines recently pub- 
lished “Report of Investigations 4611 
on Segregation of Impurities in Zinc- 
aluminum Alloys and Its Influence 
on Accuracy of Sampling.” It shows 
the difficulties encountered when it is 
necessary to make accurate analyses 
for a segregated impurity present in 
very small amounts. Work was con- 
ducted by H. W. St. Clair and D. D. 
Blue, and indicates that the best pro- 
cedure is to dip a sample from the 
melt while stirring vigorously with a 
motor-driven agitator, and to granu- 
late the molten sample in a jet of 
water and compressed air. Segrega- 
tion of iron was not observed which 
permits taking the sample from the 
fine granules. 
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In this steel foundry, beavy molds move by transfer car from 
molding machines in foreground to pouring lines in rear. 
Logan rolls and mountings combine ruggedness with simplicity. 





in the foundry field 


Both literally and in reputation — Logan Conveyors carry weight around 
foundries and other heavy-industry plants. 


Molds up to 5,000 pounds, massive flasks and castings are all-in-the-day’s work 
with heavy-duty Logan installations. Engineered for the purpose, dependable Logan 
Conveyors are on the job every workday in the nation’s foremost foundries. 


And it is dependability, built up over years of service to the foundry industry, 
that makes the Logan name carry weight among foundry men everywhere. 


It is good business today, to conveyorize every possible operation. 
Write for literature or for an engineer to call. 


Logakt Conveyous 


LOGAN CO., 580 CABEL ST., LOUISVILLE 6, KY. 
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REDS STREAK 
FLANGE Ss 
PATENT 2121 65€ ! 
SIMONDS ABRASIVE 
PHILA. 37, PA. U.S 





SIMONDS 


ABRASIVE CO. 















Grinding Wheels 
for low cost tonnage 


in high speed 
snagging 


Here's the wheel to put real money savings in your snag- 
ging operations — with long lasting action, fast stock 
removal and less machine maintenance. It’s Simonds 
Abrasive Company's resinoid bonded snagging wheel 
with patented Red Streak Flanges . . . an exclusive 
Simonds feature for better spindle fit (steel against steel) 
... More accurate mounting .. . better balance. . . truer 
running and top tonnage all down the line. For detailed 


information send now for Snagging Bulletin ESA-62. 






MEMBER OF GRINDING WHEEL INSTITUTE 


SIMONDS ABRASIVE COMPANY, PHILADELPHIA 37, PA. DISTRIBUTORS IN PRINCIPAL CITIES 





COMPANIES SIMONDS STEEL MILLS, LOCKF 





MASS. OTHER SIMONDS 





co FITCHBURG 


TD.. MONTREAL. QUE AND SIMONDS CANADA ABRASIVE CO 
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TENTATIVE SPECIFICATIONS FOR AUTOMOTIVE GRAY IRON CASTINGS C 

ASTM Designation: A 159—-49T - 

WORKMANSHIP AND FINISH APPENDIX 2 
5. Castings shall represent good foundry practice, shall be smooth Al. The data in this appendix are furnished as information only and = 
and clean, and shall be free from injurious flaws and defects. In other do not constitute a part of these specifications. & 


respects the castings shall conform to special requirements agreed upon 
by the manufacturer and the purchaser. 


MACHINABILITY 


6. Castings shall machine satisfactorily. 


INSPECTION 


%. The inspector representing the purchaser shall have free entry, 
at all times while work on the contract of the purchaser is being performed, 


TABLE IlI—Typical Base Compositions of Automotive Gray Iron Castings* 


Alloy No.» Total Carbon Silicon Manganese Sulphur Phosphorus: 
Per cent Per cent Per cent Per cent Per cent 
L10 "5.70 2:30 10.50 to 0-80 0.12 0.25 
ut | 3:50 2.00 0.60 to 0.90 0.12 0.20 
ts fn nC SS 
is | 3:30 180 0.60 to 0.90 ots 0.12 
iss { 3:20 180 0.70 to 1.00 0.10 0.10 


* These suggestions are offered so that the manufacturer will guard against either a low 
value or a high value for both carbon and silicon, If either one is on the high side, the other 
should be low. 

>» These numbers are identical with corresponding SAE bers in the Standard for Auto- 
motive Gray Iron Castings of the Society of Automotive Engineers. 





to all parts of the manufacturer’s works which concern the manufacture 
of the material ordered. The manufacturer shall afford the inspector, with- 
out charge, all reasonable facilities to satisfy him that the material is be- 
ing furnished in accordance with these specifications. 


REJECTION 


8. All castings which fail to conform to any of the provisions of these 
specifications shall be subject to rejection. Castings which show injurious 
defects subsequent to their acceptance at the manufacturer’s works will be 
rejected and the manufacturer shall be notified promptly. 


A2. Chemical Composition—The typical base compositions shown in 
Table III are furnished as information only and are not to be construed 
as required or sufficient. In some cases, it may be desirable to use alloy- 
ing elements to obtain the specific service requirements demanded. The 
kind and amount of alloying constituents used should be a matter of agree- 
ment between the manufacturer and the purchaser. 

A3. Alloying Elements—When alloying elements are specified, Table 
IV shows the practical range for commercial limits. 

A4. Suggested Uses—Suggested uses for the several automotive gray 
iron castings prescribed in these specifications may be classified as follows: 

No. 110—Miscellaneous soft iron castings in which strength is not of 
primary consideration. (Either as cast or annealed.) 





TABLE IV—Residual and Alloy Ranges* 


Recommended Ranges (For 
Specification Purposes) 
from Mean Specified Alloy 


Permissible Residuals in Content, plus or minus 


Elements Base Iron, Per Cent per cent 
Nickel a 0 to 0.20 0.15 
Molybdenum . 0 to 0.08 0.075 
Chromium 0 to 0.10 0.10 
Copper . 0 to 0.20 0.10 
Vanadium 0 to 0.03 0.03 


« By agreement between the manufacturer and the purchaser, closer or wider limits than 
shown in this table may be acceptable. 


No. 111—Small cylinder blocks, cylinder heads, air-cooled cylinders, pis- 
tons, oil pump bodies, transmission cases, gear boxes, clutch housings, etc. 


No. 113—Brake drums and clutch plates for moderate service where 
high-carbon iron is desired and heat checking is a problem. 

No. 114—Heavy duty drums and clutch plates where both heat check- 
ing and strength are definite requirements. 


No. 120—Automobile cylinder blocks, cylinder heads, flywheels, cylin- 
der sleeves, cylinder liners, pistons, etc. 


No. 121—Truck and tractor cylinder blocks and heads, heavy flywheels, 
tractor transmission cases, differential carrier castings, heavy 


y gear boxes. 
No. 122—Diesel engine castings, liners, cylinders, pistons, and heavy 


parts in general. 
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HERE'S ONE ALUMINUM 
CASTING ALLOY THAT OFFERS 
ALL THESE ADVANTAGES 


@ 38,000 to 44,000 p.s.i. 
Cast. 


@ 10.0%—15.0% Elongation in two inches As- 
Cast. 


Tensile Strength As- 


@ Greatest stable shock resistance of any alumi- 
num alloy. 


Four times milling speed of 108 and 16 to 18 
times that of gray iron and malleable. 


Superior corrosion resistance. 
Dimensionally stable As-Cast. 


No heat treatment necessary. 


All properties remain constant for life of cast- 
ing. 


ALMAG 35 is produced 


99.8% or better virgin aluminum 
magnesium and small amounts of other alloying 
ingredients. 


exclusively from 


ingot, plus 


It is truly the champion of all aluminum casting 
alloys. 


SEE US AT THE FOUNDRY SHOW 
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THE BOOKLET CONTAINS: 





A complete discussion of this thoroughbred alloy—a description 
of its properties, composition, corrosion resistance, machine- 
ability and wide range of applications which opens new fields 
for the aluminum foundry industry. Write for your copy today 


8. « « 


WILLIAM F. JOBBINS, INC. 
P.O. Box 230 


DEPT. F 


Please send your booklet containing all the 
facts about JOBBINS ALMAG 35. 


Name 


Firm 
Title 
Address 


Aurora, Illinois 
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THE PRE-MEASURED 
SCORED BRICK FORM 


of Famous Cornell Cupola 
Flux makes fluxing of mol- 
ten iron faster, easier and 
inexpensive. 

You simply toss Famous Cornell Cupola 
Flux into your cupola with each ton 
charge of iron, or break off one to 
three briquettes (quarter sections) for 
smaller charges. Flux in this form 
does not blow out with the blast but 
STAYS in melting zone until entirely 
consumed, thus insuring fullest effi- 
ciency. 
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@ PROFIT BY OUR THIRTY-TWO 
YEARS OF SUCCESS IN CASTING 
IMPROVEMENT. 


Here's the returns you get for 
using a little 


FQ CUA. 


CORNELL CUPOLA FLUX 


in every charge of iron. 


REDUCTION IN CASTING REJECTS. 
Famous Cornell Iron Cupola Flux purifies mol- 
ten iron, makes it hotter and freer flowing 
keeps slag fluid—reduces sulphur, and enables 
you to pour castings with greatly reduced 
chilled sides, hollow centers and hard spots, 
and which are easier to machine. 


GREATLY REDUCED CUPOLA MaAIN- 
TENANCE. Drops are cleaner, bridging 
over is greatly reduced. By forming a glazed 
or vitrified surface over brick or stone lining, 
Famous Cornell Cupola Flux reduces erosion 
and prolongs the period between patching and 
replacement. 


MALLEABLE FOUNDRIES, with cupola 
operation, are also sending us order after 
order in recognition of the important role 
Famous Cornell Cupola Flux plays in giving 
their castings a better start. 


Write for Bulletin No 46-B 


1026-10900 MAIN AVENUE, N. W., CLEVELAND 13, OHIO 


Manufacturers of Iron, Semi-Steel, Malleable. Brass. Bronze. Aluminum 


and Ladle Fluxes—Since 1918 





, FOUNDRY MEN! 


* Let Ud show you Aeow feted reds GF 





Fomous(ORNELL 


BRASS FLUX 


CLEANSES MOLTEN BRASS even 
when dirtiest brass turnings or 
sweepings are used. You pour 
clean, strong castings which 
withstand high pressure tests 
and take a beautiful finish. The 
use of this flux saves you con- 
siderable tin and other metals, 
and keeps crucible and furnace 
linings cleaner, adds to lining 
life and reduces maintenance. 


Femcus CORNELL 


ALUMINUM FLUX 


CLEANSES MOLTEN ALUMINUM 
so that you pour clean, tough 
castings. No spongy or porous 
spots even when more scrap is 
used. Thinner yet stronger sec- 
tions can be poured. Castings 
take a higher polish. Exclusive 
formula greatly reduces ob- 
noxious gases, improves work- 
ing conditions. Dross contains 
no metal after this flux is used. 


ars Ou, 
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“PIG FOR PIG" 


SAYS: CHIEF KEOKUK 
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KEOKUK ELECTRO-METALS COMPANY 


Keokuk, lowa @ Wenoltchee Division Wenatchee. Washington 


SALES AGENTS: Miller and Company 
332 S. Michigon Avenve., Chicago 4, Ill. e 3504 Corew Tower, 
Cincinnati 2, Ohio @ 407 N. Eighth Street, St. Louis 1, *Aissouri 






















































‘CAR FOR CAR” 


SAYS ; PRINCESS WENATCHEE 


is ALWAYS uniform... 
ALWAYS of highest quality! 


Pig for pig... car for car! [hat means that Keokuk 
pigs or piglets are consistently uniform in size, weight 
and metallurgical composition. It means that every 


shipment every carload ... will contain exactly 
what you order. Yes, the ““K"’ brand guarantees all 
this it is your assurance of highest quality 






EVERY shipment of Keokuk Electro-Silvery 





A rl 


12% Ib. piglets 30*Ib. pigs 60 Ib. pigs 
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Index of Foundry . 
Equipment Orders 





Foundry Production Workers 
ESTIMATED NUMBER 


Dec. Nov. Dec. 
Type Foundry 1949 1949 1948 
Iron & Steel 172,300 169,400 231,800 
Nonferrous 66,000 62,400 73,400 
AVERAGE WEEKLY EARNINGS 
Gray Iron $57.14 $54.35 $59.35 
Malleable Iron 57.40 51.14 61.36 
Steel ; 56.91 55.14 62.08 
Nonferrous 63.16 61.90 63.51 


AVERAGE WEEKLY HOURS 


Gray Iron 38.9 37.3 40.9 
Malleable Iron 37.3 33.6 40.0 
Steel ‘ 37.1 35.9 40.6 
Nonferrous 40.0 39.1 40.4 
LABOR TURNOVER RATE (DEC.) 
(Per 100 employees) 

Total Total 

Acces- Separa- 

sion tion Quit Layoff 
Gray Iron 1.0 1.8 1.1 3.4 
Malleable Iron 2.8 2.6 0.7 1.7 
Steel ° 3.0 2.9 0.5 2.2 
Source: Bureau of Labor Statistics 


Shipments of Castings 


Reported by Bureau of the Census) 


Steel 


Foundry 





ingot Brass and Bronze 


(Shipments in net tons) 


1949 1950 
19,456 18,874 
15,026 18,487 


14,550 
10,695 
11,114 
9,696 
10,220 
14,194 

and Bronze Industry 


Brass 














Foundry Trades Only 
(Net Orders Closed, New Equipment) 
1949 1950 
Jan 149.9 159.3 
Feb. 144.4 113.1 
Mar. 190.8 
Apr, 172.0 
May 121.9 
June 164.9 
July 146.6 
Aug. 27.1 
Sept. 166.6 
Oct 133.5 
Nov 270.4 
Dee 201.0 
Note: Figures are percentages of the base 
period 1937-1939 taken as 100 per cent 
(monthly average). Source Foundry Equip 
ment Manufacturers Associatior 
Gray Iron 
(Net tons) 
Shipments Unfilled 
Total For Sale *Orders 
1947 
Total 12,540,960 7,181,299 
1948 
Dec 1,110,512 624,739 2,284,348 
Total 12,785,909 7,131,405 
1949 
Jan. 1,040,343 573,511 2,064,861 
Feb 986,591 535,163 1,857,403 
Mar 1,074,704 567,041 1,639,465 
Apr. 929,307 467,433 1,445,532 
May 866,631 439,420 1,243,266 
June 905,573 455,442 1,086,989 
July 696,915 341,657 1,031,963 
Aug 872,013 445,981 1,048,308 
Sept 880,647 $59,014 980,070 
Oct 715,685 397,939 955,100 
Nov 718,703 395,107 938,629 
Dec 862,172 440,409 892,458 
Total 10,549,284 5,517,527 
1950 
Jan 913,321 $49,577 914,185 
Copper-base Alloys 
(Thousands of pounds) 
Shipments 
Perm. Unfilled 
Total Sand Mold *Orders 
1947 
Total 1,051,742 960,732 1,139 
1948 
Dex 88 182 79.750 4.796 53.671 
Total 1.030.825 930,790 19,009 
1949 
Jar 76,348 68,379 4 
Feb 68.776 
Mar 70,173 62.557 
Apr 59,573 2,837 
May 53,699 48,004 2 
une 52.616 47,678 2 
July 43,273 ) 2 2 
Aug 58,055 3, 26 2 
Sept 60,771 55,221 2 
Oct 8,249 2,561 2 
Nov 61.818 16,669 2 
Dec 63.873 58,291 
Total 725,318 654,444 7 
1950 
Jan 65,585 98,878 3,440 25,216 


(Net tons) 
Shipments Unfilled 
Total For Sale *Orders 
1947 
Total 1,625,055 203,504 
1948 
Dec 157,395 116,285 354,458 
Total 1,760,032 1,335,295 
1949 
Jan 140,577 103,503 8,88 
Feb 135,042 99,425 320, 202 
Mar 138,889 102,027 84,754 
Apr 119,953 83,277 250,506 
May 106,178 75,537 191,47 
June 116,052 84,112 173,237 
July 78,710 90,124 155,494 
Aug 89,964 99,412 143,566 
Sept 86,502 »5, 853 27,664 
Oct 70.690 418,263 124,817 
Nov 76,437 50,685 117,8¢ 
Dec 84,508 53,079 122,887 
Total 1,243,502 865,297 
1950 
Jan 88,821 57,996 142,484 
° 
Magnesium 
(Thousands of pounds) 
——Shipments— Unfilled 
Total ForSale *Orders 
1947 
Total 7, ¢ 7,055 
1948 
Dec 754 695 1 
Total 8.214 7,488 
1949 
Tar 761 S21 
Feb 813 756 6 
Mar R79 R00 22 
\pr 726 669 234 
M i78 726 2,88 
June 759 UZ 
Tu 689 637 3,07 
Aug 7 712 7 
Sept 27 691 01 
Oct 796 76 0 
N 01 769 2 
De 781 738 y. 
Total 64 781 
1950 
Jan S14 462 ty 
lt. sale only 


Malleable 


(Net tons) 








Shipments Unfilled 
Total For Sale "Orders 
895,054 513,228 
13,265 525,212 
71,876 38,040 126,393 
66,744 35,074 118,318 
72,052 38,143 102,379 
61,329 31,728 94,958 


54,572 


59,597 


27,643 


32,639 





78,044 


69,865 


14,360 23,216 70,796 
58,121 30,327 61,330 
60,488 30,646 57,512 
57,150 28,582 54,322 
19,439 55,795 
57,379 29,679 60,835 
713,107 370,967 

62,874 32,918 62,307 
60,386 31,249 67,049 


Aluminum 


inds of pounds) 
——Shipments- — -- 
Perm. 
Total Sand Mold Die 
141 6 155,112 174,515 110,538 
1, £36 10,335 11,589 9,290 
124,490 139,781 161,334 118,738 
29,142 1702 10,386 8,490 
27,22 1,286 9,339 7,795 
24,4705 1348 9,356 7,999 
Ol 8,041 8,353 6,876 
21 2 7,582 7,293 5,994 
2 61 S, 668 7,790 6,257 
18,621 6,311 6,592 », 180 
23,997 9,048 8.326 6,119 
27,546 9,923 9,491 7,623 
29,071 9,634 9,923 & 908 
317 9,212 8,315 8,348 
26,762 10,070 7.714 8,430 
il 304,616 106,825 102,908 88,019 
28,801 9,646 9,400 9,052 


Unfilled 
*Orders 


59,154 


55,580 
52,916 
50,508 
45,638 
41,460 


38,159 


5,993 
38,130 
38,179 
37,881 
36,846 


36,921 


40,591 
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International Type D Machine 


with Automatic Action — 
. Fills Flask with Sand by BLOWING 


. Squeezes mold to proper density of 
hardness 


3. Designed for 12''x 18" flask 


4. Fully Automatic Cycle Control — 
Hydraulically Actuated 


NS ot 


Hydraulic Power Unit 








G MACHINE COMPANY 


, ILLINOIS 














MAN "TOMAN on the Molders Bench 


WAS in for one terrific wallop a 
| short time ago. An old shop 

safety friend of mine mentioned, 
just as casually as he would the kind 
of weather we were having, the hor- 
rible accident example the foundry 
set for the rest of industry. What 
burned me up was that he made this 
crack as though everyone knew it as 
a fact. 

I reared right up on my hind legs 
with, ‘Now you just hold your horses, 
you're crazier than a loon. You’re 
not going to tell me about the found- 
ry, because I visit oodles of them 
all over the country. Time and 
again I’ve had to put goggles on be- 
fore they’d let me go through a 
foundry. I know that gaiters and 
safety shoes are worn and I have 
seen safety signs and bulletins hang- 
ing up all over. If we were as bad 
as you say we are, I know darned 
well the subject of safety would be 
coming up all the time.” 

My friend didn’t say a word but, 
with one of those infuriating self- 
satisfied smirks, he just reached into 
his desk drawer and pulled out the 
National Safety Council's annual re- 
port. He found the page, ran his 
finger down the column of industries, 
listed in the order of their safety 
record, and sure enough, way down 
near the bottom, was my pet foundry 
industry. 

It was hard for me to believe this 
bit of news, for safety was my main 
job some years back, and I swear 
that in all my foundry visits and all 
the shop talks I have had with my 
hosts, safety was among the missing 
subjects. Now that I think of it, I 
was so wrapped up in the problems of 
molding, melting, cleaning, good 
housekeeping, good will and selling 
that I never brought up the subject 
of safety. 

It isn’t so surprising that with the 
little time I have with my hosts on 
these flying, catch-as-catch-can visits, 
the subject of accident prevention 
was sorto’ walked around. No mat- 
ter how you dish it up, safety isn’t 
what you'd call a thrilling subject. 
It just doesn’t have any sex appeal. 

Then there’s another thing. To be 
forever harping on safety to a bunch 
of old-timers who have been in the 
foundry since hector was a pup and 
are still all in one *piece—well its 
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“Getting Hurt in the Foundry" 














By RALPH L. LEE 


kinde’ like being pestered to be good, 
so you can get into Heaven some day 
way off in the distant future. The 
natural reaction is bound to be: “I 
don’t have to be told morning, noon 
and night not to hurt myself—after 
all, it’s my hands, arms, legs, feet 
and life you are talking about.” 

I have often thought that one of the 
things that makes an organization- 
wide safety movement so hard to put 
over is that, by comparison, accidents 
are so few and far between that the 
average fellow hardly ever sees one 
actually happen. Not having been 
an eye witness and having gotten 
by for long stretches without a 
scratch, it’s pretty darned hard for 
him to get all hot and bothered about 
some safety drive going on. 

But doggone it, when the figures are 
all gathered together for some outfit, 
compared with those from some other 
outfit or pooled together for the in- 
dustry and then compared with other 
industries—-well, the needless loss of 
life, limb and time, to say nothing 


Halk Loe 


of hard cash, is likely to raise the 
hair on the back of our necks. 

I think all of us will have to agree 
that if all the accidents which had 
every right to happen, did happen, we 
wouldn’t have much trouble getting 
more than enough help to prevent 
them. But the diabolical thing about 
it is the way many of us in the 
foundry get by with murder. Tim: 
and again, we know that We and 
lenty at others do things wHich by 
every law should definitely regult in 
an accident but, call it providence 
law of averages, luck, guarding ange! 
or someone else looking out for us 
we come through unscathed. Then 
one day things stack up just right 
for us to get our just dues. 

An old foundry owner friend of 
mine who had been in the business 
all his life and without a scar, suré 
pulled one grand boner for which h¢ 
would have fired an apprentice with- 
out batting an eye. They were pour- 
ing one of the biggest castings they 
had ever made, of a high-falutin and 
expensive bronze. The boys doing 
the job were all standing around 
waiting for the metal to cool down 
a bit. On the inspiration of the mo- 
ment, what does the boss do but grab 
a wet stirring rod from out of the 
corner, jam it down. into the crucible 
and CA-BLOO-EY there was bronze 
all over the landscape, including the 
boys. The old man was rushed off 
to the hospital where he stayed for 
over two weeks. 

Just night before last, I was pulling a 
long hot casting out of the sand with 
a pair of tongs even a child would 
have had better sense than to use 
But I was anxious; after three bad 
attempts in a row I could hardly 
wait to see whether I had licked the 
job. One end of the casting sorto 
teetered down and barely kissed mj 
hand. I’m carrying around quite a 
dilly of a scar forming just under my 


left, thumb. 


One. Sof tHe largest explosive manu 
facturers* in the world “has a long 
standing safety record that a bank 
would be hard pressed to beat. Gen- 
eral Motors for several years hand 
running has won national honors for 
an outstanding safety job. There 
are shops and industrial concerns all 
over the country proving beyond all 


(Concluded on page 188) 
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The NATIONAL 
ey. \)\\) 
DECARBONIZER® 








Ps 


A NOTHER NEW NATIONAL product for practical 
foundrymen, providing a positive sand reclamation 
method that will pay for itself in approximately one 
year’s time. 

Be sure to see the revolutionary NATIONAL SAND 
DECARBONIZER in action at the 1950 FOUNDRY 
EXPOSITION in Cleveland, May 8 through 12... 
Booth 1640. 


For full d ils, d f ) e e 
ey of the new Bulletin “¢ AT z 0 ps A L Cng meeung Company 


504... just off the press. 
608 Machinery Hall Bldg. e Chicago 6, IIlinois 








(Concluded from page 186) 
question of doubt that there is no 
longer any mystery to reducing acci- 
dents almost to the vanishing point. 

Such folks say that it takes almost 
a fanatical, continuous and never lag- 
ging interest on the part of every one 
in an outfit, from the top man clear 
on through the place to the very back 
door. Here’s a MAN-TO-MAN ap- 
proach to accident prevention that 
not only will work, but is working 
and has been for a long, long time: 

1. Analyze every single job in 
the place, point by point for every 
single solitary safety do and don’t 
that everyone in the place can think 
of. Put them down in black ands 
white. (Memory can’t be trusted.) 

2. Drill every individual who al- 
ready has such a job, or those about 
to take such a job, on every one of 
the points and to be sure he knows 
each and all of them give him an ex- 
amination. 

3. Every boss, every day, by ex- 
ecutive order, check each of his crew 
against the list and, regardless of the 
outcome, talk to each on some spe- 
cific safety point until the entire crew 
has been checked off. 


4. Start all over again and keep 
on doing it until the day of retire- 
ment. 

5. Safeguard every piece of me- 
chanical equipment with the best in- 
genuity the combined brains of the 
entire outfit can devise and keep it 
in shape come hell or high water. 

6. Hold everybody, from the own: 
er to the visiting clergy, to the rules. 

There’s one thing I know about 
this accident-prevention business 
it’s just like sweeping, buying coke 
or taking baths, it’s a continuous and 
running, never-ending job. The min- 
ute we turn our backs to it, it will 
up and kick us squarely in the seat 
of the britches. There’s another thing 
too—one of these hard-to-explain co- 
incidences—-we can’t possibly do the 
safety job without helping ourselves 
in every other department. Profit 
and safety always seem to run around 
together. 


Forms Separate 
Corporation 


Rice Pump & Machine Co., Milwau- 
kee, formerly a division of Milwaukee 
Chaplet & Mfg. Co., has been estab- 
lished as a separate corporation. R. 
D. Houghton, formerly division man- 
ager, has been elected president and 
treasurer. The new corporation will 
continue to manufacture die filers, 
profile grinders, sprue cutters for 
nonferrous foundries, and centrifugal 
pumps. 
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OBITUARY 


REDERICK D. RYAN, 57, presi- 

dent, Allyne-Ryan Foundry Co., 
Cleveland, died suddenly Mar. 18, at 
Fort Lauderdale, Fla., while on a va- 
cation. Mr. Ryan was born in Osha- 
wa, Ont., and went to Cleveland as 
a young boy where his father, the 
late Daniel Ryan, established the 
foundry about 40 years ago. He en- 
tered the business as a young man, 
served as general superintendent for 
a number of years, and became presi- 
dent in 1944. 

* * * 

Henry M. Miller, 82, chairman of 
the board of directors, American 
MonoRail Co., Cleveland, died Mar. 
16, at his winter home in Hollywood, 
Fla. Mr. Miller was born in Fairfield, 
Iowa, and pioneered in the materials 
handling industry. He was sales man- 
ager of the Louden Machinery Co. in 
Fairfield, prior to going to Cleveland 
in 1926 to organize the American 
MonoRail Co., manufacturer of over- 
head conveying equipment. 

* « * 

Edward J. Delaney, 85, founder 
and former president, Delaney Found- 
ry Co., Belleville, N. J., died Mar. 2, 
at his home there. Mr. Delaney was 
born in Lansford, Pa., and went to 
Belleville when a young man and 
founded the brass foundry which 
bore his name. He operated the 
business for 45 years, selling it to 
other interests when he retired in 
1946. 

* * * 

John F. Patterson Sr., 79, one of 
the founders and formerly secretary, 
Lancaster Malleable & Steel Corp., 
Lancaster, N. Y., died Mar. 27. Mr. 
Patterson, a native of Cookstown, 
Ont., was plant manager, Gould Coup- 
ler Co., Lancaster, for about 18 years. 
In 1927 he helped organize the Lan- 
caster Malleable & Steel Corp. 


* * * 


Edward M. Stroman, 71, president, 
Metaloy Corp., and the Non-Ferrous 
Foundry Inc., both of Niagara Falls, 
N. Y., died Mar. 14, at his home in 
Buffalo. Mr. Stroman was made trea- 
surer of the Metaloy Corp. in 1938, 
becoming president two years ago. 


* * * 


Tor Torsun, 66, who in 1945 re- 
tired as foreman of the Lynn, Mass., 
alloy foundry of General Electric Co., 
Schenectady, died Feb. 21, at Marble- 
head, Mass. 

* * * 

Alphonse O. Rousseau, 61, abrasive 
products safety engineer, Norton Co., 
Worcester, Mass., died Mar. 27 fol- 
lowing a brief illness. Mr. Rousseau 
joined the company 43 years ago. 


Well known for his talks on grinding 
wheel safety, he was chairman of the 
safety committee of the Grinding 
Wheel Institute and a member of 
its standardization committee. In 
addition he was secretary of the 
technical committee on the American 
Standards Association safety code 
covering abrasive wheels. 
* * * 

John H. Miller, formerly superin- 
tendent, Josam Products Foundry 
Co., Michigan City, Ind., died Mar. 
30, in Phoenix, Ariz., where he had 
resided the last 3 years. Mr. Miller 
was a member of the Michiana Chap- 
ter of the AFS while residing in 
Michigan City, and served as one of 
its directors. 

- *~ * 

Theodore S. Lange, 75, formerly 
superintendent of foundries for the 
old Walter A. Wood Machine Co., and 
Hoosick Foundries, Hoosick Falls, 
N. Y., died Mar. 14 at his home in 
North Hoosick, N. Y. Mr. Lange 
was born in Denmark and came to 
the United States in 1892. 

* * + 

Ernest L. Knight, 48, for the past 
4 years sales manager, Western 
Steel Casting Co., Seattle, died Mar 
21. Mr. Knight was previously asso- 
ciated with Pacific Car & Foundry 
Co., Seattle. 

* * * 

Clarence J. Dausch Jr., 33, fore- 
man of the foundry department, 
National Cash Register Co., Dayton, 
O., died recently. Mr. Dausch joined 
the company in 1935. 

- * * 

Raymond T. Mesker, 63, secretary, 
Aluminum Industries Ine., Cincin- 
nati, died Apr. 8, in Van Nuys, Calif., 
where he had lived for the past year 
because of ill health 

* * + 

James N. Leroy, 81, formerly su- 
perintendent of the old Browning 
Foundry Co., Ravenna, O., died Mar 
28, following a long illness. 

* * * 

Edward L. Fehring, 67, retired sec- 
retary-treasurer, Ohio Pattern 
Works, Cincinnati, died at his hom: 
there Apr. 10. 

* * * 

Bert L. Johnson, 56, superintendent, 
Fremont Foundry Co., Fremont, O. 
died there Mar. 29, following a short 
illness. 

* ~ * 

Frank L. Scott, 60, owner, Lloyd 
& Scott Brass Foundry, Wilmington 
Del., died Mar. 6. 

* 7 * 

Harold A. Kyte, 55, production 
manager, Homer Furnace & Foundry 
Corp., Coldwater, Mich., died recently. 
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AM E [} CAS ly C 7 euectric FURNACE ELECTRODE 


PRODUCER INVITES YOU TO THE Foundhy Show! . 


a 


@ You are cordially invited to visit 
National Carbon’s booth at the Foundry 


Show to be held in the Cleveland Public The “‘National’”’ and “‘Acheson”’ seals 
Auditorium, May 8 to 12 inclusive. distinguish products of 
Drop in for a chat—or just to relax, NATIONAL CARBON DIVISION 


We'll be looking for you! UNION CARBIDE AND CARBON CORPORATION 


30 East 42nd St., New York 17, N.Y. 
DISTRICT SALES OFFICES: 


Atlanta « Chicago « Dallas + Kansas City 
New York « Pittsburgh + San Francisco 
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MARKET DEVELOPMENT CONFERENGE 


Held by Malleable Founders Society 


ELIEVING that greater de- 
B mand for castings can be de- 

veloped through more intensive 
sales effort, the Malleable Founders 
Society, in co-operation with the 
Technological Institute of Northwest- 
ern University, staged a market de- 
velopment conference at the Institute, 
Evanston, Ill., Mar. 22-23. The con- 
ference was judged highly successful, 
with 100 salesmen and sales execu- 
tives spending two days considering 
different ramifications of the prob- 
lem of increasing demand for malle- 
able castings. 

William J. MacNeill, Dayton Mal- 
leable Iron Co., Dayton, O., and chair- 
man of the market development com- 
mittee of the society, presided at the 
sessions. Ralph T. Rycroft, Kencroft 
Malleable Co., Buffalo, and vice pres- 
ident of the society, opened the first 
session and paid special tribute to 
the society movie, “This Moving 
World,” which is doing an excellent 
job in bringing the properties and 
applications of malleable iron to the 
attention of many people, including 
customers and potential buyers. 

In the first paper, Dr. Harry A. 
Schwartz, manager of research, Na- 
tional Malleable & Steel Castings Co., 
Cleveland, discussed “Characteristics, 
Limitations and Applications of Mal- 
leable.”” Dr. Schwartz emphasized 
importance in sales of these proper- 
ties of malleable iron: Ease of ma- 
chining; the fact that the higher 
the strength the greater the ductility; 
lack of embrittlement; small loss of 
impact strength at low temperatures, 
and castability of complex shapes. 
He stressed the importance of quoted 
specifications, and pointed out that 

the customer does not want to know 
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Editor 
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the average value of physical proper- 
ties in the casting, but rather a value 
he can use in design with assurance 
it will be obtained with so few ex- 
ceptions that the effect will be insig- 
nificant and that no detectable fail- 
ures will occur. In this connection 
Dr. Schwartz discussed the impor- 
tance of statistical quality control in 
reducing deviation of quality or scat- 
ter to a minimum. 

W. C. Cadwell, general supervisor, 
materials and quality control, engi- 
neering department, Caterpillar Trac- 
tor Co., Peoria, Ill., told how malle- 
able iron has lost some business to 
components produced by welding in 
a talk “Why Not Malleable? 
From the Designer’s Viewpoint.”’ 
Mr. Cadwell said there has been no 
definite movement in the engineering 
department of his organization to 
redesign parts to eliminate castings, 
but emphasized the difficulties expe- 
rienced in procuring malleable dur- 
ing the war and postwar years. 

Technical schools are not securing 
sufficient information on all types of 
castings, according toc Prof. B. H. 
Jennings, chairman of the mechan- 
ical engineering department, North- 
western University, who spoke on 
“Your Future Customers.’ Professor 
Jennings toid of the sketchy and in- 
adequate information he had found in 
textbooks on mechanical engineering 
and machine design, and indicated 
that unless teachers are _ supplied 
with adequate information on the 
product, other forms of fabrication 


will secure greater recognition be- 
cause producers have flooded schools 
with propaganda. More information 
in the form of pamphlets and engi- 
neering data also should be made 
available to students. He stated that 
in terms of volume and importance 
of the malleable casting industry 
there is a lack of appreciation by the 
public and also on the part of tech- 
nical men who are in position to ask 
for this material in product design 

D. L. Boyes, sales manager, Cen- 
tral Foundry Division, General Mo- 
tors Corp., Saginaw, Mich., discussed 
the present market and potential de- 
mand for pearlitic malleable iron. Mr 
Boyes defined pearlitic malleable iron 
and cited some of its important physi- 
cal characteristics: Good machinabil- 
ity; ability to be selective hardened, 
and a broad range of physical proper- 
ties. The speaker said Central Found- 
ry Division increased production of 
pearlitic malleable iron from 300 tons 
in 1937 to approximately 20,000 tons 
in 1949. By the end of 1950 a rate 
of 30,000 tons a year is anticipated. 

Mr. Boyes indicated that sales re- 
sistance is encountered due to ignor- 
ance of the properties and applica- 
tion of pearlitic malleable iron, be- 
cause of prejudice and mistrust of 
eastings, because the customer is 
satisfied with material presently used, 
and because of tooling costs involved 
in changing a material. Sales resist- 
ance can be overcome by presenting 
data dealing with present satisfac- 
tory applications, by carefully ex- 
plaining the advantages in using 
pearlitic malleable iron, by submit 
ting good samples, and by stressing 
constantly the cost saving factors. 

A report of the society’s study of 


General view of dinner meeting at market development conference of Malleable Founders’ Society 
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Speakers’ table at dinner held during the conference includes, left to right: Ralph T. Rycroft Sr., Ken- 


croft Malleable Co., society vice president; 


W. J. MacNeill, Dayton Malleable Iron Co.; 


Eugene 


Mapel, Methods Engineering Council; James H. Smith, Central Foundry Division, General Motors Corp., 
society president; Cal C. Chambers, Texas Foundries Inc.; Roy C. Hobson, National Malleable & Steel 
Castings Co.; Lowell D. Ryan, society managing director; D. L. Boyes, Central Foundry Division, GMC 


nodular iron was prepared by L. J. 
Wise, Chicago Malleable Castings 
Co., Chicago, and presented by W. L. 
Andriese of that company. This re- 
port indicated that a true appraisal 
of the material’s properties, the abil- 
ity to control production of these 
properties from day to day and week 
to week, and other factors including 
production cost, require more re- 
search and study. 

Bruce L. Simpson, president, Na- 
tional Engineering Co., Chicago, illus- 
trated a splendid talk on “Creative 
Selling’ with a number of. slides 
showing interesting conversions from 
other forms of fabrication to castings. 
A number of these conversions re- 
sulted in a reduction in cost through 
less wastage of metal, less chance 
of errors in assembly, lower machin- 
ing expense, lower tool expense, elim- 
ination of punching by use of cores, 
use of patterns instead of dies and 
jigs, and weight reduction. Improve- 
ment in product was a factor because 
of better appearance of the casting, 
greater reliability in a one-piece com- 
ponent, and damping properties. 

Mr. Simpson related that while his 
organization has been approached by 
many producers of components made 
by welding, forging and stamping, 
no plain, old-fashioned casting sales- 
man has asked his company for 
business. He declared that foundries 
must work together for more _ busi- 
ness, regardless of metal content. A 
foundry may have the best tech- 
nicians, the best metallurgists, the 
cleverest operator, fine customer re- 
lations, good prices and prompt deliv- 
ery, but this is meaningless unless 
salesmen and observers report back 
on what is needed. Without a sales 
attitude that is forever concerned 
with the best interests of the cus- 
tomers, the industry will stop cold. 

Harold B. Madder, consulting engi- 


neer, Houston, Tex., outlined some 
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of the interesting work done in re 
cent years in designing malleable 
iron castings for use in the petroleum 
industry. Through lack of under- 
standing and the prejudice against 
use of malleable castings, selling to 
this field was exceedingly difficult 
However, the challenge was met and 
now malleable is used extensively 
throughout the petroleum industry 


Advocates Quality Control 


James Rayer, director of quality 
control, Timken-Detroit Axle Co., De- 
troit, discussed in detail the 
customer’s problems in castings pro- 
curement. He stressed the need for 
cleanliness and freedom from sand; 
proper attention to gating and part- 
ing the pattern to avoid difficulties 
in machining; consistent dimensional 
accuracy; prevention of pearlitic rim; 
and detection of defective castings by 
the foundry inspection department. 

Since Mr. Rayer is an enthusiastic 
advocate of quality control methods, 
he devoted some time to discussing 
this fairly recent development and its 
application to the foundry industry. 
He indicated that foundrymen have 
not given the system too much con- 
sideration because of the human ele- 
ment involved in the production of 
castings. Also, foundrymen feel their 
product is too diversified—too many 
different types of castings are pro- 
with too many short runs 
Nevertheless, applications of quality 
control to standard foundry practices 
would raise the overall quality level 
of all castings. At the same time, 
there is a tremendous sales and ad- 
vertising value in quality control 

Mr. Rayer said that Deere & Co 
been using quality 
throughout their operations for sev- 
eral years. That company started a 
quality control program in Septem 
ber, 1948 and in the next 15 months 
reduced the percentage of hard iron 


some 


duced 


have control 


scrap, due to misruns, from 3.65 per 
cent to 0.7 per cent, and there is ev- 
ery indication that scrap for the first 
quarter of 1950 will be still lower. 

“What a Purchasing Agent Ex- 
pects of a Malleable Supplier’ was 
discussed by H. A. Manderson, di- 
rector of purchases, White Motor 
Co., Cleveland. The speaker said that 
what is most needed from the found- 
ry industry is co-operation. In re- 
cent years the engineers of his or- 
ganization have specified malleable 
iron for certain jobs, but, Mr. Man- 
derson pointed out, the company has 
not been subjected to pressure for a 
greater use of malleable parts than 
has been specified. No technical ex- 
pert has provided information which 
would increase malleable applications 
on trucks. The speaker also indi- 
cated a need for help in determining 
if the design of the casting is prac- 
tical for foundry production. 

Mr. Manderson said that the flow 
of material to the manufacturing 
plant is very important. Unless 
schedules are met, or the customer is 
notified when scheduled shipments 
cannot be made, proper co-operation 
is not being given. Mr. Manderson 
also spoke of the importance of qual- 
ity of components in the building of 
a quality product. He stressed the 
fact that whatever system may be 
used to maintain the quality of cast- 
ings, this system must be effective 

A comprehensive discussion of cre- 
ative selling was presented by Prof. 
R. M. Clewett and Prof. E. H. Stock- 
ham, marketing department, College 
of Commerce, Northwestern Univer- 
sity, in a talk, “Marketing Problems 
of the Malleable Industry.” Prof. 
Clewett said that the factors which 
considered in a sales pro- 
gram include more sales-mindedness, 
long-range sales planning, improved 
sales management, and more produc- 
tive salesmanship. He declared that 


must be 
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top management must be sales-mind- 
ed; for example, when the particular 
product of the company cannot be 
used, an effort should be made to help 
the customer solve his procurement 
problem. Eliminating the sales val- 
leys needs customer satisfaction, 
prospecting, creative selling and di- 
versification of product. 

Prof. Stockham discussed market- 
ing research, what it is, various types 
of research, methods of conducting 
research, and applications to the field 
of malleable iron selling. Research 
covers markets, customers, 
trend analysis or long range planning, 
and product analysis. The industry 
faces two problems in selling—-how to 
consumption of the 


sales, 


increase total 
product and how the individual com- 
pany may go about increasing its 
profit. Sales research, in his opinion, 
is a field for both the individual com- 
pany and the trade association, while 
trend analysis probably should be on 
the association level 

Frank G. Steinebach, editor of THE 
FOUNDRY, Cleveland, cited some of the 
problems facing the industry in in- 
creasing its market, and pointed to 
the need of efforts both on a co-op- 
erative national basis and by indi- 
vidual foundries. He suggested the 
importance of a bold sales _ policy 
based on an assurance of the ability 
of the company to make a quality 
product. 

“How to Win Friends and Influence 
Castings Buyers,’ a sales interview 
participated in by Ralph T. Rycroft, 
vice president of the society, James 
H. Lansing, Malleable Founders’ So- 





ciety, and Roy C. Hobson, National 
Malleable & Steel Castings Co., Cleve- 
land, indicated a technical approach 
to the marketing problem. 

This was followed by a panel dis- 
cussion in which Frank O. Parker, 
Dayton Malleable Iron Co., Prof. R. 
M. Clewett, and Frank G. Steinebach 
endeavored to answer questions deal- 
ing with market development in mal- 
leable iron. William J. MacNeill was 
moderator. 

Roy C. Hobson, assistant to the 
vice president in charge of sales, Na- 
tional Malleable & Steel Castings Co., 
Cleveland, in a talk, “Sales Tools 
From the Society Workshop,” out- 
lined the assistance the society can 
give individual members. Mr. Hob- 
son stated that this aid is divided 
into six parts: The film “This Mov- 
ing World,” the handbook on malle- 
able iron, a technical data book which 
will have a new issue soon, the found- 
ry educational program, the work on 
quality control, and the publication 
“‘Malleable Iron Facts,’ of which 20,- 
000 copies per issue are sent to an 
up-to-date mailing list. 

Lowell D. Ryan, executive director, 
Malleable Founders’ Society, present- 
ed data on the history and trends of 
the malleable industry. Mr. Ryan 
stated that the society has 73 mem- 
bers operating 87 malleable plants in 
21 states. Membership represents ap- 
proximately 75 per cent of all malle- 
able iron tonnage, or 85 per cent of 
the standard malleable tonnage. Dur- 
ing recent years, the trend has been 
steadily toward production in captive 
shops. In 1942, 17 per cent of pro- 





BRITISH LICENSEE: 


now included in the sterling area. 





Cooper-Bessemer Corp., Mt. Vernon, O., recently 
licensed Harland & Wolff Ltd., British ship and engine builder, to manu- 
facture and sell Cooper-Bessemer compressors to many of the countries 


Shown above, left to right, are: W. 
Gilchrest, Cooper-Bessemer foundry superintendent, and Jack Martin, as- 
sistant foundryman from the British manufacturing concern 








duction was for own use and 83 per 
cent for sale, while in 1949, 51 per 
cent was for sale and 49 per cent for 
own use. Mr. Ryan outlined ways in 
which the society can help in sales 
work and expressed the belief sales 
can be boosted to 1 million tons a 
year in the next few years. 

W. T. Cole, Canton Malleable Iron 
Co., Canton, O., speaking on ‘“Mea- 
surement of Sales Results,”’ 
to the various methods available for 
accomplishing that purpose. Mea- 
surement lies in improved sales ef- 
ficiency and results in most men striv- 
ing for improvement. 
ance in most-companies helps greatly 
to provide sales improvements and 
has been found to boost morale 


referred 


Personal guid- 


Need More Information 


Cal C, Chambers, Texas Foundries 
Inc., Lufkin, Tex., closed the confe1 
ence with consideration of ‘‘Wher: 
Do We Go From Here?” Mr. Cham 
bers declared that more informatior 
must be provided on malleable cast 
ings at the educational level. Great 
er attention must be given to the im 
portance of casting quality. The in 
dustry needs to educate and develo} 
the master salesmen in selling mal 
leable iron, and it must go into new 
fields and new products, must create 
new uses and new markets. 

Dean Ovid W. Eshbach, Technologi 
cal Institute, Northwestern Univer- 
sity, spoke at the first luncheon on 
“Development of Engineers for In- 
dustry.” Dean Eshbach said that 
while we seem to be living in a period 
of great stress, we are in reality in 
a normal age if one can judge a situ 
ation from the history of wars, dé 
pressions and conflicts in this coun 
try. Human beings have not changed 
Therefore, the problem of training 
engineers needs a growing social con 
cept. He expressed an aversion t 
establishing special courses to solvé 
specific problems, and stressed the im 
portance of co-operative 
where the young engineer can leart 
particular things and visualize the 
concepts and problems of engineer 
ing in industry. 


educatior 


At the second luncheon, Gordon E 
Sergant, president, Meneris Co., Chi 
cago, presented an entertaining dis 
cussion on “Human Venture.” An in 
teresting talk at the Wednesday eve 
ning banquet by Eugene Mapel, vic« 
president, sales consulting divisior 
Methods Engineering Council, Pitts 
burgh, related the way to make 
master salesman. Mr. Mapel sug 
gested that in any sales effort thes: 
steps are necessary: Make ready, a} 
proach with benefits to the buye! 
stimulate a desire, tell the facts 
eliminate retardants, make the sal 
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REVOLUTIONIZES 


PATCHING and LINING 
of FOUNDRY CUPOLAS 


No more hard and soft spots due to un- 

even patching! Steady, uniform feeding saves 

hard manual labor and lines your cupola, ladle or 
furnace in 14 to |% the time heretofore required, 
greatly reducing down time. Your lining has maxi- 
mum density and maximum refractory life. You have 
full control over moisture content, which is low, 
over density of patch and contour of patch. 
Extensive aging of monolithic materials is no 


longer necessary; storage space is reduced. Since 


Bondactor delivers unusual density and strength, 


you can use the highest quality ganisters with 

minimum clay and water content. Finally, 

you get low burn-out, uniform burn-out per 

day, uniform melting conditions and better 

all-around cupola performance. Why not 

see what the proven Bondact process will 

do for you and your production costs? 

The Bondactor is a pressurized machine which meters and feeds 
y refractory mixture at almost any desired rate or volume 


any location convenient to an air line or air compressor, 
t-te llale Mi lalhiolsaslb amelaloMAlislel ime let Tohilolar 


Ask for a copy of our well illustrated 8-page 
bulletin about the Bondact process. 
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THESE HEADACHES Three Methods of Applying CUPOLINE 


Sor S\ Cupoline DRY Mix (for hand ramming). Temper, age and 

ram lightly into place. No joints to burn out — homogeneous 

ooh ia sMey (OM -lacele MM ol(elalmacliil-Yelllateliate MM oll-lulellaleMeolm@mulb dileha i lhielaur 
scientifically correct mixture. 


Cupoline PLASTIC Patching Refractory (for spade tamping). 
Properly aged — correct water content —no confusing formulae 
for mixing—ready for use. No weighing, no tempering, no splintered 
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BONDACT Mix (for air placement). A dry, screened mix to 

use in Bondact pressure machine. No need to store dry materials 

olan lth ano Mille <-1amcolae loliaaliile Muloh(-telol Me @) oli imac illite micls 
air-placement lining and patching. 





INJURIOUS ‘BRIDGING ; ; ; 
Let an ECP engineer look into your patching needs now. 


DIXIE BOND 
REVIVO BOND 


EASTERN CLAY PRODUCTS, INC. 


JACKSON, OHIO 
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Automatic Features 


NEW Mold 


Drying Ovens 


ICTURED here are views of two new modern 

drying ovens recently installed in the Oil Well 
Supply Co.’s foundry located in Oil City, Pa. This 
U. S. Steel subsidiary manufactures oil country ma- 
chinery of all types and its foundries produce a 
wide weight range of both iron and steel castings, 
many of which are cast in dry sand molds. Through 
the medium of forced circulation and recirculation 
of hot gases or products of combustion, mold drying 
time is reduced to a minimum. 

Each oven, having a capacity of 120,000 Ib, is 
loaded by a mold-carrying car permanently con- 
nected to an under-the-floor automatic car pulling 
device, which by means of limit switches, cannot 
be operated until the oven door is wide open. Heat 
is produced in a dual fuel combustion chamber on 
top the oven, with an external mix type burner 
using either natural gas or fuel oil, the burners 
being provided with automatic fuel changeover de- 
vices as well as shutdown safety devices in case 
of fuel or power failures. 

The combustion chamber, which consists of an in- 
sulation-covered stainless steel inner lining encased 
in a steel housing, is connected to a high-tempera- 
ture fan of 13,000 cfm capacity, forcing the prod- 
ucts of combustion through ducts discharging at 
floor level along both sides of the oven. The circu- 
lated hot gases are drawn out through ceiling ducts 
and about 70 per cent again go through the com- 
bustion chamber and are recirculated. 

Prefabricated double wall sections, consisting of 
5-in. thick glass wool insulation covered by 14 gage 
steel sheets, make up the oven walls and ceilings, 
and reduce firing time to 65 per cent of the mold 
drying time. The drying time cycle is completely 
automatic and in addition to the many safety pro- 
tection devices, there is a delayed time firing device 
whereby the ovens are completely purged of any 
residual gases before the combustion chamber is 
ignited. The units were designed, fabricated and 
installed by the Carl-Mayer Corp., Cleveland. 




















Famous Ampco Alloys 


Start here = 


Detroit POc Kine Electric 


—— 


Furnaces deliver uniform 
high-quality melts 


~~ 


& > MPCO METAL, INC., of Milwaukee, is famed 
‘ » the world over for its bronze alloy, 
Ampco Metal, and for other copper-base alloys. 
It is the foremost copper-base alloy plant in the 
U. S. specializing in refractory bronze alloys. 


Ampco Gets Top Results 


Ampco relies on its battery of Detroit Rocking 
Electric Furnaces to produce high-quality melts 
economically, to customers’ rigid specifications. 
The rocking or “stirring” action of the furnaces 
always assures homogeneity. Neutral atmos- 
pheres maintained in the chambers minimize 
oxidation losses and inclusion of oxides in 
finished castings. Result: Ampco castings are 
of superior grain structure, show fine surface 
texture, are uniform in color, and show low scrap 
loss when machined. 
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To produce high quality alloys to make castings such as 
these, Ampco bought its first Detroit Rocking Electric 
Furnace in 1924 ... today, Ampco has a huge battery 

of Detroit Electric Furnaces! F 

or 

; qua 

For Ferrous Melting, Too dat 

‘ 

In ferrous melting operations, too, Detroit Rocking Roc 

Electric Furnaces positively control composition mon 


and quality, and reduce metal shrinkage. Turn- 
ings, scraps and machinings are melted profit- 
ably, even when no pigs are used! 


Detroit Electric Furnace rocking cycles are ad- 
justable, and can be pre-set. Duplication of 
previous melts is remarkably easy. The elec- | 
trodes always remain clear of the molten bath 


' 
' 
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for optimum power use, and to avoid carbon 
pick-up. All-electric operation ends worry over 
fuel shortages, ends, too, the cost of handling 
and storing bulky fuels. Detroit Electric Furnaces 
are available in 10 to 4000 Ibs. capacities, 
with conical or cylindrical chambers which are 
easily, quickly replaceable. 


Write for Savings! 
For facts on how you save costs, get more high- 
quality melts per day, send us your production 
data. Our engineers will supply facts on Detroit 
Rocking Electric Furnaces that can save you 
money in your own foundry operation. Write today! 


DETROIT ELECTRIC FURNACE DIVISION 


KUHLMAN ELECTRIC COMPANY, 


Foreign Representatives: In BRAZIL oll] shelssl taliol Mi late Ltidlel Mmm atte) 


PERU ond VENEZUELA: M. Castelivi In i) Broadway 


Atenas 32, Despacho 14, Mex 
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Cutaway of a Detroit Rocking Electric Furnace showing 
position of electrodes and the refractory lining. Note 
thick insulation which retains all the heat for melting, 
keeps foundry area temperatures low. 
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Applications of pearlitic malleable iron castings expanding 


steadily, partly at expense of steel forgings. 


. Trucks are 


wearing out faster, the result of heavy wartime service 


N excellent idea of the progress 
Am by the Central Foundry 

Division, General Motors Corp., 
Saginaw, Mich., in merchandising its 
pearlitic malleable iron, sold under 
the tradename of ArmaSteel, was 
given by D. L 
of the division, at the recent market 
development conference of the Mal- 


Boyes, director of sales 


leable Founders’ Society. From a pro- 
duction of 300 tons in 1937, sales have 
mounted to a point where 1949 pro- 
duction was approximately 20,000 
tons valued at around $5 million. By 


the end of 1950, the company expects 


to be producing pearlitic malleable 
at the rate of 30,000 tons a year. 

Typical pearlitic malleable castings 
produced by the division during the 
past year include washing machine 
parts, valve rocker arms, transmis- 
sion shifter yokes, clamps, diesel en- 
gine parts, tractor parts, hydramatic 
transmission parts, hubs, refrigera- 
tor parts, camshafts, axle parts, uni- 
versal joint yokes, machine gun parts 
and commutator rings. 

The company now is working to 
extend the universal joint yoke and 
the refrigerator crankshaft business, 





HUGE GEAR: 


Steel Co., Fore River, Mass. 





Louis W. Falk, vice president, Falk Corp.; 
and Stephen Richardson, engineer, Falk Corp. 





This 23-ton gear, 15 ft in diameter, manufactured by the 
Falk Corp., Milwaukee, is said to be the largest main propeller shaft driv- 
ing gear ever made for an American merchant ship. 
ganese molybdenum steel, the gear will be installed in American Export 
Lines’ 21,000-ton liner, Independence, now under construction at Bethlehem 
Shown in front of the gear, left to right, are: 


Cast from man- 


W. B. Nott, Bethlehem Steel Co., 
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as well as hydramatic and dynaflow 
fly wheels. The reverse internal gear 
for the hydramatic has just been re- 
leased at the rate of 3000 tons a 
year. This will replace an SAE 5140 
steel forging. The forging was an- 
nealed before machining and heat 
treated after machining. The Arma- 
Steel part is reheated and oil 
quenched at the foundry to 3.7-3.9 
brinell. No heat treatment by the 
customer is required and machin- 
ability is better than with the forg- 
ing. 

The division estimates that of the 
average annual production of com 
mercial forgings, approximately 144,- 
000 tons would be of size and analysis 
suitable for replacement by pearlitic 
malleable castings. This would be di- 
vided somewhat as follows: Autos 
trucks and motorcycles 62.4 per cent; 
tractors 13.1 per cent; agricultural 
implements 1.7 per cent; railroad 
equipment 3.3 per cent; industrial 
equipment 12.1 per cent; all others 
7.4 per cent. By far the largest field 
for expanding use of the material is 
the automobile industry. 


* + 


TRUCKS appear to be wearing out 
faster than passenger cars. This is 
indicated by latest figures of R. L 
Polk & Co. on registration of motor 
vehicles. And it could be an impor- 
tant factor in maintaining sales of 
commercial vehicles in coming 
months. The Polk studies show that 
1,220,041 passenger cars were taker 
off the road last year, or 3.45 per cent 
of the total. Trucks that were not 
reregistered in 1949 
scrapped) totaled 484,038, or 6.4 pe1 
cent of the total in operation 

It is believed that the heavy beat- 
ing taken by trucks during the war 
helped to speed their demise, 
wartime restrictions on gasoline usé 
by passenger cars prolonged the lives 
of many prewar Figuring 
scrappage as the potential market 
for replacement sales, truck builders 
could look for business from forme! 
users at an annual rate of close to 
10 per cent of 1949 output. The pas- 
senger car replacement market repr‘ 


> 


sents only about 23 per cent of last 


(considered 


whilk 


autos. 


year’s production. 
Truck builders have had relatively 
(Concluded on page 201) 
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Dependable quality — dependable deliveries — these are the qualities 


you get in unmatched degree with Tennessee Pig Iron. 


We invite you to test this dependability by placing an order for Tennessee 


Pig Iron. Choose from two types... Diamonp “D” Pig Tron is low 


phosphorous, low-silicon, high-carbon, machine cast . . . 
Rock woop Pig Iron—malleable and foundry, machine cast. 


AGENTS: 


Miller & Co., Chicago, St. Louis, Cincinnati PRODUCTS AND CHEMICAL C0. 


S. H. Bell Co., Pittsburgh NASHVILLE, TENNESSEE 


EXPORT AGENT: 
Ore & Ferro Corporation, 30 Broad St., New York 











® And, the foundry picture is more com- 
plete when Smith L-O Core Oil is on the 
job with your favorite type of sand. You'll 
find Smith L-O a binder of superior qual- 
ity... an oil that is thoroughly depend- 
able regardless of core size or type of 
casting to be made. Select Smith L-O — 
the Dow-Therm processed core oil — for 
your next sand mix. It is available in 
numerous grades to fit in with your par- 
ticular requirements. 


We'll Be Looking 
For You During The 


CLEVELAND 
CONVENTION 


Stop In At 
Booth 415 





WAREHOUSE STOCKS 
AVAILABLE 
In The Following Cities 


@ COLUMBIAN WAREHOUSE CO. 
Reading, Pennsylvania 


@ FOUNDRY SERVICE CO. 
Birmingham, Alabama 


@E. R, FROST CO. 
Minneapolis, Minnesota 
@ MARKET TERMINAL WAREHOUSE 
Bufialo 4, New York 


@® MALCOLM G. STEVENS 
Arlington, Massachusetts 


@ PACIFIC GRAPHITE CO., INC. 
Los Angeles 22, California 


@ TERMINAL WAREHOUSE 
Worcester 8, Massachusetts 


@M,. W. WARREN COKE CO. 
St. Louls, Missouri 


@ WESTERN FOUNDRY SAND CO. 
Seattle, Washington 


@ WESTERN INDUSTRIAL SUPPLY CO. 
Portland 14, Oregon 


CORE WASH 


DIP 





LIQUID PARTING 


SMITH OIL & REFINING CO 


MANUFACTURERS OF L-O AND CERTIFIED CORE OILS 


eeoken @ eek Shams a Si, fed b- 


INDUSTRIAL OILS DIVISION 
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(Concluded from page 198) 
stable operations since 1946, the first 
full postwar year. Output of about 
one million units that year compares 
with the postwar peak in 1948 of 
slightly under 1% million. On the 
other hand, passenger car assemblies 
have more than doubled from the 2% 
million level of 1946 to nearly 5 1/3 
million in 1949. With almost 40 per 
cent of the passenger cars now on 
the road postwar models, it is not 
surprising that the rate at which 
they are going to the scrap yard is 
slowing down and is approaching the 
prewar yearly average. Over the 
past 25 years passenger cars have 
been scrapped at an average rate of 
1,601,940 units a year. 

The automobile industry realizes 
that a big share of its market in re- 
cent years has been supplied by de- 
ferred wartime and immediate post- 
war buying—a demand which has 
been satisfied to a large extent. How- 
ever, it continues to have a potential 
sales volume of no small proportions 
in the indicated yearly replacement 
markets for approximately 1,500,000 
passenger cars and 500,000 trucks. 

* * * 

WHILE THE British have pub- 
lished reports of the development of 
a jet-powered automobile, experts in 
this country believe it will be years 
before that type of propulsion can be 
applied to the family car. Many 
technical difficulties are apparent, 
but the most important has to do 
with the tremendous heat generated 
at the exhaust of the jet engines. It 
is pointed out that the jet blast alone 
would be sufficiently dangerous and 
obnoxious to rule the machine from 
the road. All of this would seem to 
indicate that the internal combustion 
engine with cast blocks, heads and in 
many cases cast camshafts and 
crankshafts will continue to power 
the family car and many trucks. 


Book Review 


Guide for Foreman Training Con- 
ferences, paper, 131 pages, 8% x 11 
in., published by the American Found- 
rymen’s Society. Price $2.25. 

This guide was developed and ap- 
proved by Donald F. Lane and the 
Foreman Training Committee, Edu- 
cational Division of the society. Mr. 
Lane, who is supervisor of training, 
Bethlehem Steel Co., Sparrows Point, 
Md., also is chairman of the Fore- 
man Training Committee. 

The manual was developed to im- 
prove supervisory effectiveness of 
first line foremen in the foundry in- 
dustry. The authors have attempted 
to stress not only the economics of 
the free enterprise system, but also 
many of the human relations char- 
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acteristics that are of paramount im- Maurice Cook and N. F. Fletcher; 
portance to successful, every-day, “Melting and Casting of Nickel Sil- 
sound employee-management relation- ver at Works of Messrs. Henry Wig- 
ships. The contents are divided into gin & Co. Ltd.” by E. J. Bradbury 
four separate parts under the follow- and P. G. Turner. 


ing headings: Tips for conference 
leader in conducting a conference 

, 7 fecti 7 Yearbook Published 
basic economics; effective leadership; eCarboo ul ISsShe 


and methods improvement. A set of By FEM 4A 
questions and answers has been ap- ° ans 
) > > , . Pf > Ts) ; > ~ ~ . 
esoeege og conference outline to Foundry Equipment Manufactur- 
rin Oo scuss ° ’ . . ~ : : P 
& forth discussion ers’ Association, Engineers Building, 


Cleveland 14, has published a year- 
book marking the 32nd year in the 
Rook Review service of the organization to the 
equipment industry. The publication 
features the new insignia and the 
recently adopted motto “A Mechan- 


Symposium on Metal Melting and 
Casting, cloth, 168 pages, 5% x 81s 
inches, published by the Institute of 


Metals, London, price $2.50. ized Foundry Benefits Everyone.” 

This is the report of a symposium The book also contains the list of 
on metallurgical aspects of nonfer- officers, directors and committees, a 
rous metal melting and casting of report of the 31st annual meeting of 
ingots for working held in London the association, including papers and 
at the annual meeting of the insti- reports precented, the constitution of 
tute in March 1949. the organization and a membership 

Papers included in the book are roster broken down as to firms and 
“Melting and Casting of Nonferrous products manufactured. 


Metals” by G. L. Bailey and W. A 
Baker; “Production of Refined Cop- 


per Shapes” by R. H. Waddington AFS8 Moves Offices 
“Melting and Casting Aluminum 

Bronze Ingots for Subsequent Work- American Foundrymen’s Society 
ing’ by A. J. Murphy and G. T. Cal- has moved its national offices in 
lis; “Application of Flux Degassing Chicago to 616 South Michigan Ave. 
to Commercially Cast Phosphor Headquarters had been located for 
Bronze” by N. I. Bond-Williams; more than 20 years at 222 West 
“Melting and Casting of Brass’ by Adams St 





CHANGE OF MANUFACTURER: Hyster Co., Portland, Oreg., has taken over 

the manufacture and sale of turret trucks formerly produced by the Salsbury 

Corp., Los Angeles. The new line, known as Hyster Salsbury Turret Trucks, 

includes a pallet truck, tug, platform truck, cargo truck, and auto-loader. All 

models have 4000-lb capacity. Illustration above shows a platform truck mov- 
ing a skip load of cast wheels into a foundry cleaning department 
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Industry | 


AJOR Foundry Co., formerly 
of 2001 North Major St., Chi- 
cago 39, on Apr. 1 moved into 
2 new plant at 9300 West Belmont 
Ave., Franklin Park, Ill. Company 
iow has 25,000 sq ft of floor area, 
and its modernized facilities for pro- 
ducing gray iron castings include a 
new 56-in. cupola of 10 tons per hour 
melting capacity with mechanical 
charging equipment, new molding 
machines and a 5-ton overhead crane. 
R. Hoffman is president and Joseph 
Goyack is vice president. 
” * * 

Fort Pitt Malleable Iron Co., 
Thomson Ave., McKees Rocks, Pa., 
permanently discontinued operations 
Mar. 31. It was the only malleable 
iron foundry in the Pittsburgh area. 
Officials plan to dispose of company’s 
inventory and production facilities. 
The plant had 264 employes when 
operations were suspended because of 
lack of orders. 


o * * 
Kennedy Valve Mfg. Co., East 
Water St., Elmira, N. Y., has pur- 


chased the Semler Co., Jeannette, Pa., 
manufacturer of cast iron pipe 
fittings. New officers of the acquired 
company are Charles F. Kennedy, 
president; J. Lawrence Kennedy and 
Howard P. Semler, vice presidents, 
and Thomas S. Turkington, controller. 


* +. 7 


Hyster Co., Portland, Oreg., has ap- 
pointed Northeast Industrial Equip- 
ment Co., 303 Binney St., Cambridge, 
Mass., to handle sales and service of 
the company’s lift trucks, straddle 
trucks, mobile cranes and their at- 
tachments in Maine, New Hampshire, 
Rhode Island and ten counties of 
Massachusetts. 

* * * 

Bison Bronze Foundry Corp. has 
been formed to operate a foundry 
business in the state of New York. 
Directors are: Emil Szirmay and 
Orrin W. Bryant, 136 Riverside Ave., 
Buffalo and Elton M. Dale, 144 West 
Girard Blvd., Kenmore, N. Y. 

+ . . 

Whiting Corp., Harvey, Ill., has 
acquired the belt and chain conveyor 
business formerly operated as the 
Coburn-Foster Conveyor Co., Chi- 
cago. Gordon Foster, former presi- 
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cent of Coburn-Foster, will head the 
chain and belt conveyor product 
group, under A. E. Bottenfield, vice 
president in charge of merchandise 
sales for the Whiting Corp. Con- 
veyor equipment will be manufac- 
tured at the Whiting plants at Har- 
vey, Ill., and Los Angeles. 
* Ms * 

Reynolds Metals Co., Louisville, has 
appointed three new distributors for 
pig and ingot products. They are 
Silverstein & Pinsoff Inc., 1720 North 
Elston Ave., Chicago; Rochester 
Smelting & Refining Co., P. O. Box 
547, Rochester, N. Y., and Atlas Metal 
Co., 2651 East 76th St., Cleveland. 

* « * 

Detroit Gray Iron Foundry, 282 
Iron St., Detroit, plans operation of 
the gray iron foundry of Novo En- 
gine Co., 702 Porter St., Lansing, 
Mich. The new branch firm would 
employ 150 to 175 men. Sale of the 
Novo property for $102,500 has been 
approved by the federal court. 

* * * 

Duncan Foundry & Machine Works 
Inc., 102 West Seventh St., Alton, 
Ill., has purchased two pieces of 
property. filling out completely ‘ts 
ownership in the block bounded by 
Iifth, Piasa and Market Sts. The 
property was acquired for possible 
future use. 


* * 7 


Badger Foundry Co., 1331 Eight- 
eenth St., Racine, Wis., plans to move 
its plant to a building containing 
26,000 sq ft of floor space in Winona, 
Minn., according to Richard Callen- 
der, company president. S. F. Fran- 
lel is secretary-treasurer of the com- 
pany. 

« * 7 

Vincennes Foundry & Machine 
Works, 402 North First St., Vincen- 
nes, Ind., on Mar. 24 suffered fire 
loss estimated at $5500. 


* * * 


Illinois Clay Products Co., Joliet, 
Ill., has moved its Chicago office from 
608 South Dearborn St. to 208 South 
LaSalle St., Chicago 4. 

. 7 * 

Continental Gin Co., Birmingham, 
Ala., has opened an office at Room 
2407, 220 Cast 42nd St., New York 


17, to handle domestic and export ac- 
tivities of its materials handling and 
mechanical power transmission ma- 
chinery. A. Walter Gotta is dis- 
trict manager. 


* a ~ 


Brenco _Inc., Puddledock Rd.., 
Petersburg, Va., recently organized, 
is in full production making journal 
bearings for railroad cars. Currently 
employing 45 workers, plans call for 
a 60-worker plant by mid-summer. 
G. H. Whitfield, Richmond, Va., is 
president. 


x * ~ 


Bell Aircraft Corp., Buffalo, has 
sold the business of its Prime Mover 
Division to the newly formed Prime 
Mover Co., Muscatine, Iowa, subsi- 
diary of the Home-O-Nize Co., manu- 
facturer of home appliances and ma- 
chinery. 

* * * 

New Jersey Zinc Co., New York is 
producing alloys for the die casting 
industry at its Depue, IIll., plant. 
Shipments to eastern points will be 
made from the Palmerton, Pa., plant 
and warehouse stocks will continue to 
be carried at Brooklyn, N. Y. 


* * * 


Dry Dock Brass Foundry Inc., has 
been incorporated in New York with 
capital stock listed at 200 shares, no 
par value. Directors are: Irving 
Coopersmith, Mae B. Eskenazi, and 
Abraham Mandel, 277 Broadway, 
New York. 

* * * 

Bell Foundries Corp., has been in- 
corporated in New York with capital 
stock listed at 200 shares, no par 


value. Directors are: Marion Micoch, 
Mildred Hecht, and David S. Meyer, 
521 Fifth Ave., New York. 
* » - 
Mathews Conveyer Co., Ellwood 


City, Pa., has moved its New York 
office to 402 Chanin Bldg., 122 East 
12nd St., New York 17. L. J. John- 
son, engineer there for the company 
will be located in the new office. 

* . * 


Bonham Foundry, 520 South Cente1 
St., Bonham, Tex., was destroyed by) 
fire Mar. 14. Company President 
John Dickey estimated the loss at 
$100,000. 
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Defect analysis of shrinks, blows, Visit us when you come to Cleveland . . . We 

porosity, nonmetallic inclusions, are just three blocks from the Foundry Show. 
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Western Michigan 


ROGRAM of the Mar. 6 meeting 

of the Western Michigan Chapter 
of AFS featured Dr. J. A. Ridderhof, 
manager of the foundry facings de- 
partment, Frederic B. Stevens Inc., 
Detroit. His topic was “Core and 
Mold Coatings.”’ Dr. Ridderhof ex- 
plained in detail proper mixing pro- 
cedures and equipment for good coat- 
ings and their qualities. This was 
followed by an interesting discussion 
period concerning problems the in- 
dividual members have encountered. 
Meeting was held at Cottage Inn, 
Muskegon Heights, Mich., with ap- 
proximately 90 members and guests 
in attendance.-F’. W. Beetham, pub- 
licity chairman. 


Washington 


M ARCH meeting of the Wash- 
ington Chapter of AFS was 
held at the Gowman Hotel, Seattle, 
Wash. Election of officers was held 
and the following will serve during 
1950-51: President, Stanley Marshall, 
Atlas Foundry & Machine Co., Ta- 
coma, Wash.; vice president, James 
D. Tracy, Salmon Bay Foundry Co., 
Seattle; secretary, Fred R. Young, 
E. A. Wilcox Co., Seattle; treasurer, 
W. R. Tompkins, Western Foundry 
Sand Co., Seattle. Directors elected 
include: James Wessel, Puget Sound 
Naval Shipyard, Bremerton, Wash.; 
J. F. Dolansky, Griffin Wheel Co., 
Tacoma, and William Mockey, Ever- 
ett, Wash. 


L. P. Robinson, Werner G. Smith 


Co., Cleveland, principal speaker, gave 
a talk on “Cutting Coreroom Costs.” 


Activities of Foundry GROUPS 


It is time, he said, to get down to 
brass tacks to improve our product, 
cut costs and save! The foundry in- 
dustry must be able to meet the 
change that has come over Amer- 
ican business and it must gear for 
the future to compete with other 
methods of the metal industry. 

To this end he offered the follow- 
ing suggestions for cutting costs in 
the core room. Check core sand mix- 
ing routine. The man at the mixer 
must be reliable because the success 
of the foundry operation depends to 
a great extent upon his ability to turn 
out uniform sand. Test core 
mixtures against performance stand- 
ards. Find out how much oil is 
required. Don’t use more than neces- 
sary just because a mixture decided 
upon a year ago calls for it—-excess 
binder is costly. Use _ information 
supplied by the sand technician to 
correlate the mixtures to any change 
in the base sand, Changes in raw 
materials can be costly if first dis- 
covered in a lot of spoiled cast- 
ings. The “rule-of-thumb” methods 
must be replaced by precise meth- 
ods based on sound interpretation of 
sand data. 

He also recommended the follow- 
ing mixing routine which, according 
to tests, produces up to 40 per cent 
higher tensile strengths: Sand, dry 
binder, oxide, bentonite, cereal, water 
and oil. 

Baking is important in the core- 
room. In continuous baking, he rec- 
ommended a time cycle that per- 
mits the core to bake in one cycle. 
A second trip through the oven does 
the core little good if it cools off 
at the end of the first cycle. Moisture 


core 








content influences baked strength as 
does grain size and shape. High 
moisture is used to obtain special 
properties, but Mr. Robinson pointed 
out it is well to remember that no 
baking takes place until moisture is 
driven off, and baking time must 
be adjusted accordingly. He stressed 
importance of using mixtures that 
will make for ease of coremaking 
In closing, Mr, Robinson emphasized 
the theme of his talk—‘“‘Exhaust every 
possibility to be certain that things 
are being done right in the core- 
room!” — Harold R. Wolfer, Puget 
Sound Naval Shipyard 


Central Illinois 


RINCIPAL speaker at the Mar. 6 

meeting of the Central Illinois 
Chapter of AFS, held at the Jeffer- 
son Hotel, Peoria, Ill. was T. 
W. Curry, metallurgist, Lynchburg 
Foundry Co., Lynchburg, Va. 

Mr. Curry outlined the use of syn- 
thetic resins as experienced by the 
Lynchburg Foundry Co.,_ which 
started using them experimentally 
in 1945. Currently 80 per cent of 
their core production is with resin 
sand mixes. This represents 22,000 
tons of sand since February, 1948 
To date all applications have been 
in cores for gray iron. A total of 
28 resin products by 15 manufacturers 
have been used experimentally. 

In the preparation of mixes, Mr 
Curry stated that base sands must 
be free of clay and bentonite. Bak- 
ing cycles must be closely controlled 
for overbaking cannot be tolerated 
Cores are made by blowing, 

(Continued on page 206) 
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WESTERN MICHIGAN Chapter of the AFS met Mar. 
6 to hear J. A. Ridderhof, Frederic B. Stevens Inc., 
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Detroit, speak on core and mold coatings. 
of the members and guests is shown above 


A view 
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MOGUL cuts 
down discards 









Full technical service, without obli- 
gation, is available to show how you 
can profit from the use of MOGUL 
Cereal Binder in your production. 


Write Technical Sales Department 
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17 Battery Place « New York 4, New York 
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and hand rollover, and benches. Sag 
problems have been a factor in limit- 
ing the resin mix to 80 per cent of 
production. Resin and oil cores made 
from the same corebox are not total- 
ly interchangeable. 

Summarizing advantages of syn- 
thetic resin bonded cores, Mr. Curry 
pointed to reduced cost, shorter bak- 
ing cycles and improved molding sand 
control. Disadvantages are the need 
for refrigerated storage for the syn- 
thetic resins, base sands being free 
from clay and close control of the 
baking cycle.John R Nieman, 
Caterpillar Tractor Co. 


“ WHICH 
#, DUST 
PROBLEM 


can you turn 
into 


PROFIT aa 


with PANE, ven 0, CON 2 N “Open House” program was 
(1) GST 0. TROL; staged at the foundry laboratory 

by the Engineering School of the 

io) § University of Alabama on Mar. 24 

VALUABLE DUST pk 7a MESe a ie for the foundrymen of the Birming- 
Q te vag Se $ ham district. The visitors saw sand 


conditioned, molds rammed, cupolas 





Se \ 
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Some dusts are valuable! Dust from packing, transporting or processing charged, and the molten metal poured 
raw materials or products can be salvaged at a profit by Pangborn “Safety first,” one of the industry’s 
first instructions to its workmen, not 
only is taught but also is practiced 


in the foundry laboratory. Goggles 


Dust Control. For instance, one of America’s largest chemical plants 


reports that on a yearly basis, their Pangborn Dust Control system 





sacovere £ , re © >» che we ! 

recovers $14,859 worth of valuable chemicals! leggings and safety shoes were in 
so diel spe evidence as students following the in- 

Wy . ES ; B , ; 
HAZARDOUS DUST > Q@ANG = struction of their instructors caught 
es AF 0\\ out the molten metal, shanked it to 
the molds and cautiously poured a 
Dust can be extremely dangerous! In certain concentrations, dust is number of them. Overhead cranes 
actually more explosive than gasoline. With Pangborn Dust Control with suspended ladles made for easy 


and efficient pouring of the larger 
molds. Net results after shaking out, 
; cleaning, grinding and polishing were 
xrocessors rely on Pangborn Dust Control to protect the r' , ; 

, : — sae es Seer pepe a number of souvenir ashtrays which 


ye ee were given to the guests. 
BOTHERSOME DUST... 4°! Following the inspection tour, mor. 
o 


than 100 foundrymen and friends 
gathered at Tutwiler Hall for a ban- 
quet at which Dean J. R. Cudworth 


you can reduce explosive dust hazards, earn lower insurance rates, run 


less risk of damage to your plant. In the coal field alone, scores of 


Dust costs you money! Dust makes walls dirty, gets into bearings and 


hi , , ky high! served as toastmaster. Dr. J. M 
mac ‘ry. sends ms nanc , ' ' ; ‘ eh 

1achinery, sends maintenance costs sky high! But with Pangborn Gallalee, president of the University 
Dust Control, housekeeping problems are solved at a profit. One well- of Alabama, was the speaker. Others 
known rubber company recently said: ‘‘We save over $1200 a year with at the speakers’ table were: W. New- 


man, dean of administration; Warren 


Pangborn Dust Control, even though dust has no salvage value!”’ 
Jeffries, foundry practice laboratory 


Look to Pangborn for the latest developments in Dust Control and instructor; Stephen D. Moxley, Ameri- 
Blast Cleaning. For full data on Pangborn Dust Control for your plant, can Cast Iron Pipe Co.; Stewart J 
write for Bulletin 909-A. Address: PANGBORN CORPORATION, 300 Lloyd, dean of the School of Chemis- 


try, Metallurgy and Ceramics; C. P 
Caldwell, Caldwell Foundry & Ma- 
chine Co., chairman of the Birming- 
ham District Chapter; Morris L. Haw- 
STOP THE DUST HOG kins, Stockham Valves & Fittings 
vice chairman of the chapter; C. E 

from stealing profits with Wright, head of the university’s 
Metallurgical Engineering Depart- 
ment; J. M. Bates, Moore & Handley 


Hardware  Co.; Frank Brewster, 
Harry W. Dietert Co.; and Fred K 


Pangborn Blvd., Hagerstown, Maryland. 





Brown, Adams Rowe & Norman Coal 
& Coke Co., secretary-treasure: 


DUST CONTROL (Continued on pase 209) 
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Only Radiography 
could check this vital specification 


HIS sand cast aluminum housing for a high- 
gf gercctoness air pump included passages to 
carry oil at very high pressures. Specifications 
called for passage walls of accurate and uni- 
form thickness. 

There was one way to check this important 
specification—one sure way for the foundry 
to be absolutely certain of releasing only sound 
and satisfactory castings. Radiographic inspec- 
tion was the way. 

Radiography is becoming more and more 
routine with foundries assigned important tasks. 
On critical castings, such as this, it may be 


Radiography. . . 


another function of Photography 


Radiograph showing how 
the oil passage walls could 
be checked without damage 
to the casting. 


€ Cutaway showing oil passage which re- 
quired accurate and uniformly thick walls. 





used to assure freedom from core shifts im- 
mediately before pouring and as a final casting 
inspection tool. Most valuable of all, radiog- 
raphy reveals internal defects during the pilot 
casting stage and suggests the changes needed 
to assure high vield in the production run, 
7 7 y 

Ask your X-ray dealer to explain the many 
Ways radiography can increase your vield and 


better your foundry operations. 


EASTMAN KODAK COMPANY 
X-ray Division * Rochester 4, N. Y. 
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SERVICE TO INDUSTRY GREENSBORO + INDIANAPOLIS - MINNEAPOLIS + ST. LOUIS - 


WASHINGTON 


208 THE FOUNDRY—May, 1950 








in. | | «oe ee) | ee ee ee nn ee 


< 








(Continued from page 206) 
the chapter. 

Prof. Wright, who is responsible 
for the administration of the FEF 
program, reported that 32 had at- 
tended the three-day sand _ school 
which the Birmingham District Chap- 
ter sponsored in co-operation with the 
University of Alabama and which 
was conducted by Frank Brewster, 
sales manager for the Harry W. 
Dietert Co., Detroit—J. P. McClen- 
don, Stockham Valves & Fittings. 


Wisconsin 


A MANAGEMENT meeting was 
featured by the Wisconsin Chap- 
ter of AF'S on Mar. 10 at Hotel Schroe- 
der, Milwaukee. Chapter President 
Robert Woodward, Bucyrus-Erie Co., 
announced the following nominations 
for officers and directors for 1950-51: 
President, W. W. Edens, Badger Brass 
& Aluminum Co.; vice _ president, 
yeorge E. Tisdale, Zenith Foundry 
Co.; secretary, J. G. Risney, Risney 
Foundry & Equipment Co.; treasurer, 
Leon H. Decker, Allis-Chalmers Mfg. 
Co. New directors: E. C. Meagher, 
Federal Foundry Supply Co.; M. C. 
Frankard, Delta Mfg. Co.; Harold 
Ziebell, Crucible Steel Castings Co.- 
all for three years, and Robert Wood- 
ward for a one-year term. 

Principal speaker was Dr. Allen A. 
Stockdale, whose talk was entitled 
“Let’s Build a Better America.” Dr. 
Stockdale has been staff speaker for 
the National Association of Manu- 
facturers for the past 12 years and 
in that time has made more than 
3000 talks, both in this country and 
in Canada. His job is to create a 
better understanding of the Ameri- 
can individual enterprise system by 
people in every segment of the econ- 
omy. 

The chapter’s May meeting will be 
omitted since it falls during the AFS 
convention week. The regular Old 
Timers’ party regularly featured in 
May will be postponed until the sec- 
ond Friday in June.—John E. Hubel. 


St. Louis 


ARGEST attendance of the year 

was present at the Mar. 9 meet- 
ing of the St. Louis District Chapter 
of AFS. Guests included a group of 
students from the Missouri School 
of Mines, members of the student 
chapter there, who had visited the 
Key Co., East St. Louis, Ill. that 
afternoon. Dean Curtis Wilson, head 
of the Missouri School of Mines, ex- 
pressed appreciation to the St. Louis 
Chapter for its help in establishing 
the AFS student chapter and in help- 
ing to furnish equipment for the 

(Continued on page 212) 
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WISCONSIN Chapter of the AFS heard an address by Allen A. Stockdale, 
National Association of Manufacturers, at its March meeting. Mr. Stockdale is 
shown in bottom view. Photos by W. V. Napp, Badger Firebrick & Supply Co. 
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OSBORN experience i 


..- WHEN IT COMES TO CUTTING 
YOUR MOULDING COSTS! 











Over 42 Years’ Continuous Service, research and experience 
with the foundry industry's problems stand back of each 
Osborn machine to bring you greater dependability, higher 


operating efficiency and /ower production costs. 


Job Proven Automatic Controls, also resulting from Osborn’s 
advanced engineering and research, are now available on many 
different types of machines to simplify your mould production and 
increase output. With these controls, the time cycles can be easily 


adjusted to suit a wide range of job requirements. 


To Cut Your Costs, why not consult an experienced Osborn 
Foundry Engineer. He will gladly analyze your needs and recom- 


mend the proper equipment. Call or write. 


SEE THEM IN ACTION 


Although job proven through several years of severe foundry New OSBORN Fully Avifmatic 
service, five new Osborn Moulding Machines and Core Blowers with side roll-on and roll-offeature. 
design. Osborn Jolt Squee# Stripps 


will be demonstrated publicly for the first time at the American 
built with manual or automéc contr 


Foundrymen’s Convention and Exhibit in Cleveland this month. 
wide range of sizes. 
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5401 Hamilton Avenue Cleveland 14, Ohio 














New OSBORN ROTA-LIFT for moulding 
from large match plate patterns. In addition to 
conventional jolting and squeezing, it rolls 
over, draws and closes the mould. 
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Controls. Ideal for double box oper- 
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TENNESSEE Chapter of 
the AFS met at Hotel 
Andrew Johnson, Knox- 
ville, Tenn., Feb. 24. 
Shown at the meeting, 
left to right, are: Dean 
N. W. Daugherty, Uni- 
versity of Tennessee, 
who received from the 
chapter on behalf of 
the university a library 
of foundry publications; 
Karl Landgrebe, Whe- 
land Co., Chattanooga, Tenn., chapter chairman; Paul L. Arnold, U. S. Pipe 
& Foundry Co., Chattanooga, and James T. MacKenzie, American Cast Iron 
Pipe Co., Birmingham, technical speaker at the meeting 


(Continued from page 209) whose subject was “What Does the 
foundry laboratory. Foundry Industry Need?” He ex- 
Principal speaker was Frank G. pressed need for apprentices and col- 
Steinebach, editor of *THE FOUNDRY, lege-trained personnel and also ne- 





ST. LOUIS Chapter of the AFS heard Frank G. Steinebach, editor, The Foundry 
(upper view) speak at the Mar. 9 meeting. Middle photo shows a group of 
apprentices who participated in a contest sponsored recently by the chapter. 
Billy Burgdorfer, Missouri Pattern Works and apprentice committee chairman, is 
shown in lower center of the photo. Lower view shows the judging of castings 
submitted by apprentices participating in the contest. Judges were: G. S. 
French, Semi-Steel Casting Co.; Clee Shy, Banner Iron Works, and Francis 
O'Hare, Central Brass & Aluminum Foundry, all of St. Louis 





cessity of the various foundry organi- 
zations to continue their combined ef- 
forts to advance the interests of the 
foundry industry—-Norman L. Peuk- 
ert, Carondelet Foundry Co 


Central Michigan 


ISCUSSING “Progress in Foun- 

dry Sand Practice,” Clyde A 
Sanders, vice president of American 
Colloid Co., Chicago, was the principal 
speaker at the March meeting of the 
Central Michigan Chapter of AFS. 

Mr. Sanders introduced his subject 
by tracing briefly the history of the 
development and use of synthetic 
sands. He stressed particularly the 
high cost of any addition with respect 
to natural bonded sands and stated if 
foundrymen had_= given naturally 
bonded sands the study and control 
that has been given synthetic sands, 
there would not be as many synthetic 
sands. 

Aided by charts and graphs, Mr 
Sanders explained the results of some 
of the experiments he has conducted 
and a few of the theories he has ar- 
rived at. He recently completed some 
special work on sands at Michigan 
State College in collaboration with 
Prof. C. C. Sigerfoos and _ others 
David Boyd, Engineering Castings 
Inc., Marshall, Mich., was technical 
chairman. 

The chapter’s May meeting will bs 
held at the Union Building, Michigan 
State College, East Lansing, Mich 
May 17. John L. Lovett, general 
manager, Michigan Manufacturers 
Association, will speak on “Econ 
omics.”’ The chapter’s education com- 
mittee has also arranged for a visit to 
the plant of the Centrifugal Fusing 
Co., Lansing, prior to the regular 
meeting.—F. P. Tobakos, Albion Mal- 
leable Iron Co. 


Tennessee 
EGULAR dinner meeting of the 
Tennessee Chapter of AFS was 


held Feb. 24 in Knoxville, Tenn., at 
Hotel Andrew Johnson. The meeting 
was held in that city not only to 
make it more convenient for members 
in the northeastern part of the state 
to attend, but also to present to the 
University of Tennessee a complet 
library of foundry publications for 
its engineering school. 

Chairman Karl Landgrebe, Whe- 
land Co., Chattanooga, presided and 
presented the library to Dean N. W 
Daugherty. The dean expressed th« 
appreciation of the university and 
said it was a valuable service to 
the youth of the community for the 
AFS to make this information avail- 
able. : 

(Continued on page 215) 
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THERE ARE 


ANNEALSHOTS 
TOO... 


Yes, METAL BLAST offers three dis- 
tinctly different abrasives . . . to take 
care of any or all of your shot and 
grit requirements. They are all of the 
same, unexcelled quality. All are 
processed from the same round, clean, 
perfectly screened shot. They differ 
only in degree of annealing .. . regu- 
lar ANNEALSHOT is mildly an- 
nealed, SPECIAL-ANNEALSHOT is 
semi-malleable, and SUPER-AN- 
NEALSHOT is highly annealed to a 
malleable stage. Write for samples or 
send in your trial order. Immediate 


delivery! 
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reet. Cleveland 3, UN! . -. 1-Gali 





East 67th St 
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Swim Suits by Jantzen 


ANNEALSHO d GRIT 


Heat treated just enough to make it tough and less brittle. Uniformly 
round and hard. Ideal for peening as well as cleaning. Will produce 


a better finish in less time. 
ind GRIT 


Semi-malleable . The only abrasive of its kind on the market. 
Mass-produced in automatic furnaces at surprisingly low cost. 
Reduces maintenance costs approximately 60° and lasts about twice 
as long as ordinary chilled Shot. Excellent for rapid cleaning. 


SUPER-ANNEALSHOT and GRIT 


Now you can buy top quality, malleable shot and grit without paying 
premium prices. METAL BLAST’s highly efficient new furnaces 
really produce economically. These malleable abrasives will last 2 to 
3 times as long as ordinary chilled shot and slash maintenance costs 
by about 80°. Without a doubt, the finest malleable abrasive on 


SPECIAL-ANI ‘ 


the market. 
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Yes, Mn. Foundupman, there i, Aome- 
thing new im the foundry business! 
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SULTRON 


A new desulphurizer and flux that really 
does a job. Easy to handle, easy to use, it 
removes up to 65% or more of the sulphur 
present in cupola iron, and gives consistently 
uniform results in everyday foundry practice 


“Sultron is the trademark of Westvaco Chemical Division, Food Machin- 
ery & Chemical Corporation, for its brand of sodium sesquicarbonate.’ 














See and learn 


obout this new | | THE AMERICAN SILICA SAND CO. 


product at the 
Foundry Show, SOLE DISTRIBUTORS 


Booth No. 1533 OTTAWA, ILLINOIS 
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(Continued from page 212) 

Paul Arnold, United States Pipe & 
Foundry Co., Chattanooga, vice chair- 
man of the chapter, introduced the 
speaker, Dr. James T. MacKenzie, 
American Cast Iron Pipe Co., Birm- 
ingham. Dr. MacKenzie illustrated 
his topic, “Engineering Properties of 
Gray Cast Iron,” with numerous 
slides and statistics. 

On Mar. 9, the chapter was honored 
with a visit from E. W. Horlebein, 
president of the AF'S, W. W. Maloney, 
secretary-treasurer, and T. H. Ben- 

H. Benners & Co., Birming- 
ham, a national director. The chapter 
officers and directors together with 
top management from the foundries 
of the area met at a dinner meeting 
held at the Chattanooga Golf and 
Country Club. Porter Warner Jr., 
Porter Warner Industries Inc., re- 
ported the chapter’s membership is 
149. Sam Johnson, educational com- 
mittee, announced arrangements had 
been made with the Chattanooga 
board of education and the Kirkman 
Vocational School to install necessary 
equipment for a small foundry to 
teach fundamentals of foundry tech- 
nique and practices. The meeting 
was concluded with remarks by Mr. 
Horlebein, Mr. Maloney and Mr. 
Carl A, Fischer Jr., Fischer 


ners, T. 


3enners. 
Supply Co. 


Ontario 


“Pe emagenion the current 
the Ontario Chapter of AFS, al- 
most 300 members and guests at- 
tended Past Chairmen’s Night. Six 
past chairmen were present and in 
addition, Walton L. Woody, National 
Malleable & Steel Castings Co, Cleve- 
land, and national AF'S vice president 
attended the meeting. Other visitors 
were E. N. Delahunt, Warden King 
Ltd., Montreal, Que., a national di- 
rector of AFS, and J. H. Newman, 
Newman Foundry Supplies Ltd., Mon- 
Eastern Canada 


season of 


treal, chairman of 
Chapter. 

The following officers were elected 
for 1950-51: Chairman, M. N. Tall- 
man, A. H. Tallman Bronze Co. Ltd., 
Hamilton, Ont.; vice chairman, R. H. 
Williams, Canadian Westinghouse Co. 
Ltd., Hamilton; secretary-treasurer, 
George L. White, Westman Publica- 
tions Ltd., Toronto. 
ted to serve three years; George R. 
Winkworth, Toronto Foundry Co. 
Ltd., Toronto; Fred J. Rutherford, 
Refractories Engineering & Supplies 
Ltd., Hamilton; Charles A. Thomp- 
son, Galt Malleable Iron Co. Ltd., 
Galt, Ont.; Thomas Lyons, Empire 
Brass Mfg. Co. Ltd., London Ont. 
Directors to serve two years: Harvey 
Miller, Walker Metal Products Ltd., 


Directors elec- 
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Smith Co., Cleveland, at the March meeting. 





Le # . 


QUAD CITY Chapter of the AFS heard a talk by L. P. Robinson, Werner G. 


‘ 


Shown above, left to right, are: 


E. P. Closen, John Deere Planter Works, Moline, Ill., chapter chairman; Mr. 
Robinson, and H. A. Rasmussen, General Pattern Corp., Moline, chapter vice 
chairman 


Walkerville, Ont.; O. A. 
ada Metal Co. Ltd., Toronto; Charles 
H. Johnston, FE. Long Ltd., Orillia, 
Ont.; Alexander Pirrie, Gurney Found- 
ry Co., Ltd., Toronto. Directors 
to serve one year: John Perkins, Ford 
Motor Co. of Canada Ltd., Windsor, 
Ont.; A. C. Boak, Non-Ferrous Cast- 
ing Co., Toronto; <A. Reyburn, 
Massey-Harris Co. Ltd., Brantford, 
Ont.; J. Richardson, William R. 
Barnes Co. Ltd., Hamilton; and im- 
mediate past chairman, J. H. King, 
Werner G. Smith Ltd., Toronto. 

Past Chairman James Dalby, pre- 
sided at the technical session. The 
speaker was E. H. Kindt, president, 
Kindt-Collins Co., Cleveland, whose 
subject was “The Promotion of the 
Pattern Industry.”’ Mr. Kindt outlined 
the kind of pattern shop required to 
fill present day pattern requirements. 
He also dealt at length with the 
proper method of figuring pattern 
costs and stressed importance of con- 
sidering the cost of the end product 


Davis, Can- 


rather than the initial pattern equip- 
ment. An educational program in 
pattern selling and engineering also 
was strongly advocated. The speaker 
remarked that standardization is a 
tough problem but should be tackled 
vigorously as a means to improve- 
ment with resultant economy.  Fol- 
lowing Mr. Kindt’s talk, a movie of 
pattern materials and the making of 
pressure cast pattern equipment was 
shown. Charles H. Johnston, E. Long 
Ltd. 


Quad City 
— cutting in the coreroom 
proved to be a timely subject, 
judging by the attendance at the 


March meeting of the Quad-City 
Chapter of AFS. The speaker, L. P. 
Robinson, Werner G. Smith Co., 


Cleveland, presented an_ interesting 

and entertaining talk. The coreroom 

in many instances is a glaring ex- 
(Continued on page 218) 





CENTRAL OHIO Chapter of the AFS had two speakers, both from Columbus, O., 


at its meeting Feb. 13 at the Chittenden Hotel, Columbus. 


At left is Prof. D. C. 


Williams, Ohio State University, who spoke on the subject of “Sand.” At right is 
J. H. Jackson, Battelle Memorial Institute, who supplied the narration for the 
AFS-Battelle movie, “Fluid Flow in Transparent Molds” 
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CALL FOR A 
JEFFREY EVG/NEER 
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Yes, Jeffrey Foundry Engineers know their business 
...they have designed and equipped some of the 
largest foundries in this country. At the same time, 
they do not lose sight of the fact that small found- 
t ries need mechanized equipment to do a better job 


economically. They serve both— constructively. 


4 be. You can put your modernization program 

squarely up to Jeffrey Foundry Sales Engineers. 

= They will be glad to submit recommendations... to 

help you mechanize for profit. Photos on these two 

. pages depict just a few of the large jobs en- 

+ | gineered and erected by Jeffrey. Names upon re- 

A, quest. Let us hear from you—if you want the right 
y, answers. 


Aerators La > 

Flask Fillers cFEWAS 

Mold Conveyors eerer ass 

Feeders 

Screens 

Transmission Machinery 

Bucket Elevators 

Crushers 

Sand Preparation Equip- 
ment 

Sanditioners 

Apron & Belt Conveyors 


| Complete line of 
“f Material Handling 
| ; Processing and 
M 


ining Equipment 





a 
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basis saa wars... from the 
era of “Rule of Thumb” to the 
present day of complete met- 
allurgical control. 

Yes, we are proud of this sixty- 
year record of uninterrupted 
service to the metal industry. 


Hickman, Williams & Co. 


7 eaeeee Bem me me mee) 
CHICAGO DETROIT - CINCINNATI ST.LOUIS NEW YORK 
CLEVELAND - PHILADELPHIA PITTSBURGH - INDIANAPOLIS 
Established 1890 











(Continued from page 215) 
ample of waste. Often too much ma- 
terial is used due to bad proportions 
All dry materials should be mixed 
first, then water and finally oil 
added. If this sequence is not fol- 
lowed, the correct proportions may 
not be sufficient and result in waste 

At the February meeting of the 
Quad-City Chapter, B. C. Yearly, as- 
sistant manager, National Malleabl 
& Steel Castings Co., Chicago, dis 
cussed gating and feeding of malle- 
able castings. 

In explaining his gating theory 
Mr. Yearly referred to a law of 
science which states: The carrying 
ability of a fluid is equal to the 
cube of the velocity. This justifies 
basins of larger area to reduce 
velocity and settle out dirt Mor 
cleaning can be insured by placing 
baffle cores in the riser. Imprope1 
feeding creates a vacuum within the 
casting, pulling in the wall This 
shrink spot varies in location and 
such an occurrence is a_ possibility 
when the cope is humped and the 
drag has a hot spot of sand. Normal 
change of volume in metal upon solidi 
fication is 3 per cent, however each 
100 degrees of superheat increases 
the shrink 1 per cent.—-R. E. Mille? 
John Deere Planter Works 


New Jersey 


TODULAR cast iron is rapidly 
broadening commercial horizons 
for castings, but a foundry that 
hasn't its present operations under 
good control, should move slowly in 
entering the field. This warning was 
issued by Max Kuniansky, vice presi- 
dent and general manager, Lynch- 
burg Foundry Co., Lynchburg, Va 
and a past president of the AFS, 
at the regular monthly meeting of 
the New Jersey Foundrymen’s As- 
sociation, Military Park Hotel, New- 
ark, N. J., Mar. 20. 

Presenting a sound-motion picture 
of operations at the Lynchburg plant 
Mr. Kuniansky referred to various 
controls essential for efficient found 
ry operation. Also, he stressed close 
attention to personnel training. Spe- 
cial interest, he believed, should be 
directed to development of foremen 
They should be given the viewpoint 
and responsibility of management and 
be provided with the full picture 
with regard to costs and selling prices 
to make them properly cost-con- 
scious. Their attitude toward the 
men under them should be one of 
“guiding, not driving.” 

Interestingly, he said that all of his 
company’s skilled mechanics have 
been trained within the organization 
and that the company has never 

2) ( 


(Continued on page 220) 
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for unusually $ood collapsibility 


use CYCOR*191 synthetic resin binder 


for sand cores and dry molds 


THE FOUNDRY 


For the kind of collapsibility that helps insure uniform, smooth casting, standardize on Cycor 191 


.. . Cyanamid’s liquid synthetic resin binder for sand cores and dry molds. 


There are many other reasons, too, for using Cycor 191... 


You purchase only neat synthetic resin, introducing additives to meet your own particular 


requirements. 

Cycor 191 gives real savings in production 
and BTUs by speeding up baking time in con- 
ventional ovens 33% to 50%. Use of this prod- 
uct in dielectric ovens results in a cure time of 
only 2-5 minutes. 

Yet Cycor 191 costs no more than standard 
core oils. 

Want more information? Write for instruc- 
tions or technical assistance on the use of this 


pre duct. 


May, 1950 


*Reg. U. S. Pat. Of. 














} Cc) 


? 
AMERICAN Cyanamid COMPANY 


PLASTICS DEPARTMENT 
38C ROCKEFELLER PLAZA, NEW YORK 20, N. Y. 
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(Continued fro:n page 218) 
gone outside for such help, He ad- 
vocated time studies, saying that such 


apply to more than 90 per cent of 


Lynchburg’s operation. He pointed out 
this is especially important now that 
“we are face-to-face with competi- 
tion again.”’ 

John L. Carter, association secre- 
tary, reported on business activity, 
and announced that the association’s 
annual summer outing will be held 
in June. Michael Hogan has been ap- 
pointed chairman of the committee 


in charge.—B. K. Price 


Central New York 


RINCIPAL speaker at the Mar. 

10 meeting of the Central New 
York Chapter of AFS, held at the 
Hotel, Syracuse, N. Y., 
was W. C. Rudd, chief engineer, In- 
duction Heating Corp., Brooklyn, 
N. Y. Mr. Rudd discussed “The Die- 
lectric Baking of covering 
many problems encountered in the 
development of the process and the 
research work necessary in develop- 
ing the thermosetting resin binders 


Onondaga 


Cores,” 


used. 
The speaker pointed out that cores 


METROPOLITAN Chap- 
ter of the AFS heard 
Thomas E£—. Eagan, 
Cooper-Bessemer Corp., 
Grove City, Pa., (at 
right in the photo) dis- 
cuss “Practical Aspects 
of Nodular Iron” Mar. 
6. At left is C. L. Lane, 
Florence Pipe Foundry 
& Machine Co., Flo- 
rence, N. J., technical 
chairman at the meet- 
ing. Photo courtesy of 
John Bing, Metropolitan 
Refractories Corp. 









are cured in minutes instead of hours 
with dielectric equipment. Properties 
obtained in conventionally cured 
cores could be duplicated by the die- 
lectric methods, although 
varying heights and those needing 
nails or chills require special atten- 
tion. Following the talk, Mr. Rudd 
showed a series of slides illustrating 
installations. The pictures showed 


cores of 


TEXAS Chapter of the AFS met at the Texas State Hotel, Houston, Tex., Feb. 17. 
Shown above at the meeting are, left to right: Charles McGrail, Texaloy Foundry 


Co., San Antonio, chapter chairman; 
Chicago, speaker; 


W. E. George, Booz, Allen & Hamilton, 
P. B. Croom, Houston Pattern Works, Houston chapter 


secretary, and W. H. Lyne Ill, Hughes Tool Co., Houston, chapter vice chairman. 
Photo courtesy of C. E. Silver, Texas Electric Steel Co. 


CHESAPEAKE Chapter of the 
AFS held a buffet dinner 
meeting at the Engineers Club, 
Baltimore, in February. Views 
of the meeting shown here 





















the equipment, methods of handling 
and the variety of work that can b« 
accommodated. 

Chapter Chairman J. F 
ton, Crouse-Hinds Co., 
N. Y., presided and introduced Dr 
F. R. Morral, Syracuse University 
who invited foundrymen to a series 
of talks on various methods for test- 
ing metals to be given at the univer- 
sity on Wednesday evenings 

L. D. Wright, U. S. Radiator Co 
Geneva, N. Y., and a national direc- 
tor of AFS, discussed plans for the 
coming AFS convention in Cleveland 
and invited all present to attend 
J. A. Feola, Crouse-Hinds Co 


Livings 
Syracuse 


Texas 


OUNDRY Cost and Planned Pro 

fits’’ was the subject of the talk 
by W. E. George, Booz, Allen & 
Hamilton, Chicago, at the Feb. 17 
meeting of the Texas Chapter of 
AFS. The meeting was held at the 
Texas State Hotel, Houston, Tex., and 
was attended by 75 members and 
guests. Charles McGrail, Texaloy 
Foundry, San Antonio, Tex., and 
chairman of the chapter, presided at 
the meeting. Mr. George was intro- 
duced by W. H. Lyne III, Hughes 
Tool Co., Houston, who is the chap- 
ter’s vice chairman and program di- 
rector—E. P. Clarke, 
Wheelabrator & Equipment Corp 


Americai 


Chesapeake 


peers meeting of the Chesa 

peake Chapter of AFS, held at th: 
Engineers’ Club, Baltimore, featured 
a talk on “Pressure Cast Aluminun 
Match Plates.” Speaker was Ray- 
mond C. Huntoon, Pressure Match 
Plate Co. Ine., Philadelphia, who 
stated that the product is made by 


(Continued on page 222) 
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Melting alloy 
iron for centri- 
fugal casting at 
Koppers Com- 
pany, Piston 
Ring Division 


sE0y 






Pouring super - alloy 
from 300 Ib. Ajax- 
Northrup furnace at 
Mercast Corporation 









USE 


For all precision casting—centrifugal casting, lost- 
wax processes, the Mercast process, etc. — one 
furnace alone is outstanding for perfect confrol 
over production melts of tough-to-handle alloys— 
with low maintenance year after year. That is the 
Ajax-Northrup high frequency furnace. Thousands 
of these furnaces have successfully handled all 
types of alloys over a period of 33 years. 


FAST—it melts 5 Ibs. of steel in 13 min. with self- 
tuning 20 kw. Ajax-Northrup converter, or 100 
Ibs. in 20 min. with 100 kw. motor-generator. So 
fast there’s no chance for oxidation. 


CLOSE ANALYSES — LOW CARBON — good for 


stainless steels where carbon should be held below 
0.08°%. Carbon can be controlled within 0.01 or 





AJAX ECTROTHERMIC CORPORATION 
A ° TRENTON : 
Associate Companies 


THE AJAX METAL COMPANY + AJAX ELECTRIC FURKACE CORPORATION 
AJAX ELECTRIC COMPANY, INC. + AJAX ENGINEERING CORPORATION 
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AJAX-N' 


Precision investment castings being made by 
Arwood Precision Casting Corporation 


RTHRUP MELTING 


0.02%; other alloying elements within 0.25%. It's 
the most economical way to melt metals high in 
chromium, nickel, tungsten, cobalt, selenium, etc. 


ECONOMI — generally more efficient than 
other electric furnaces of same size. ‘‘Pays for itself 
by saving alloying constituents and deoxidizers,”’ 
says one user. And on alloy cast iron, Ajax- 
Northrup melting plus centrifugal casting doubled 


the yield of finished castings per ton melted. 
CAPACITIES—from 8 oz. to 50 Ibs. with trouble- 
free spark gap converters, and from 10 Ibs. to 
several tons with motor-generator operated units. 
Linings and crucibles to suit all alloys. Easily inter- 
changeable for handling different alloys. Write 
for more facts. 
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(Continued from page 220) 
forcing aluminum under pressure into 
a plaster mold. This results in good 
definition and fine finish. Gates and 
runners may be cast on the plate or 
added later after foundry practice has 
been established. The talk was il- 
lustrated with slides and actual sam- 
ples of master patterns, core plugs, 
plaster molds and match plates. 
Jack H. Schaum, National Bureau of 
Standards 


eee we won't use! 


Canton 
jperantemnyr seagate of officers and di- 


rectors to serve during 1950-51 
were announced at the Mar. 2 meet- 
ing of the Canton District Chapter 
of AFS held at the University Club 
Akron. 

Officers nominated are: Chairman, 


a aR are 


...First, because our tests have shown that this bentonite will not attain 
the high standards of National Bentonite...Second, because we do not 
have to depend on such sub-standard bentonite to maintain our supply. Te ©, ew. See 
The be lee ‘ & Fitting Division of the Pitcairn 
e bentonite deposits owned by BAROID are so large that we 
b . . ’ . Co., Barberton, O.; vice chairman, 
never use any but the highest quality raw material to make National C. B. Williams, Massillon Steel Cast- 
Bentonite. These huge deposits, together with BaRoiD $ careful grad- ings Co., Massillon, O.; secretary 
ing and processing, are your guarantees of obtaining the best in Dale Crumely, the Pitcairn Co., Bar- 
bentonite when you buy National from these berton; and treasurer, Fred Basler, 
A. P. Greene Fire Brick Co., Canton 
APPROVED DISTRIBUTORS Speaker at the meeting was Nor- 
, , man A. Birch, American Brake Shoe 
American Cyanamid Co. Independent Foundry Supply Co. Co.. Meadville. Pa who discussed 
New York, New York los Angeles, California he iio , 
men ie lait nadiitdiia Meiatiiies thane a risering. The Firestone Tire & Rub- 
e Asbury Graphite ills, Inc. naustrial rounary supply o. = "ese ~d ¢ O- 
Asbury, New Jersey San Francisco, California wer . Sam, ae _— _ : whips 
Klein-Farris Co., Inc. papctg picture of rubber growing : 
Boston, Massachusetts Liberia.—Alexander Prentice, Stark 
2 alr ie New York, New York Foundry Co. 
Tulsa, Okla. Hartford, Connecticut 


Oklahoma City, Okla. LaGrand Industrial Supply Co. H ; 

Wichita, Kans. Portland, Oregon Twin City 

Dallas, Texas Marthens Company ORE than 60 members and 

Houston, Texas Moline, Illinois iii : : = , of 

Mew Oxtoana, te. Carl F. Miller & Co. gue sts omens the mocking of 
the Twin City Chapter of AFS held 


Seattle, Washington 
©. W. Bryant Core Sands, Inc. nd Mar. 14 at the Covered Wagon, Min- 


McConnelisville, N York Pennsylvania Foundry Supply & 
. 7 peg Sand Co. a neapolis. Robert P. Schauss, Illinois 
Cansdian tndustvics, Usd. Philadelphia, Pennsylvania Clay Products Co., Chicago was the 


Montreal, Quebec, Canada , Pl 
(all branches) Robbins & Bohr speaker on the subject “Gating and 
‘ ie a Chaitanooga, Tennessee Feeding of Castings.” 
asco S. be : 
Mexico D . Smith-Sharpe Company Mr. Schauss outlined these three 
Miancapets, Minnesota considerations in the satisfactory solu- 





Barada & Page, Inc. 
Kansas City, Missouri (main office) 


~ or na orev Co. Southwest Foundry Supply Co. tion of a gating problem: The metal 
oldwater, Michigan Hous? 
z gee should flow through the gating sys- 


Also Detroit, Michigan Steelman Sales Company ; 
Chicage, Illinois tem with a minimum of turbulence 


Stoller Chemical Co. and a choke effect should be main- 
a Akron, Ohio tained to prevent the entry of dirt 
tes °o. ° 
Chicago, Illinois "ehien —— - and slag into the mold cavity; the 
iecmniea e i. COO, TINGTS metal should enter the mold so that 
. Gre ompa i i 

Mil k wi gag a oo one P , the temperature gradients, produced 
ilwaukee, isconsin Webster Groves, Missouri 


Foundry Service Company 
North Birmingham, Alabama 





on the surface of the mold and in th 

molten metal within the cavity, are 

directional toward the feeders; the 

: . gating and feeding should be com- 
Highest FOUNDRY Quality ened 

With regard to feeding, the speak 

te bate Tiled Ta baelilhis er suggested these methods to sup 

ply molten metal to compensate fo 

shrinkage: Metal which solidifies dur- 

ing the filling of the mold cavity will 


SPUD UES MUA EDO TVS MORE octcmatically receive sufficient met- 
34 bac) tha wey V4 tela 2 al to compensate its volume change 


one section of a casting may drav 


RAILWAY EXCHANGE BUILDING - CHICAGO 4 + ILLINOIS Henn RE Rata et 
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ae ler your particular requirements concern core 

\. aking, pasting and mold drying, or ovens and air 

edraw furnaces for casting conditioning and heat treat- 

ing, the LANLY organization of experts is well quali- 
fied to serve you. 


If a LANLY standard unit does not fit into your pic- 
ture, we'll design and build one that will. 


LANLY efficient convection type air heaters and bal- 
anced re-circulating systems are but two of the ad- 
vanced design features which have attributed strongly 
to the ever growing acceptance of LANLY as an 
established authority in the field of foundry ovens. 


‘*~ 


Write for the Catalog containing a list of purchasers 
and an illustrated description of the entire list. 


Some Typical-~LANLY Ovens 


FIG. 1 — A Lanly Shelf Type 
Core Oven. This unit is heated 
by means of burners located di- 


limitations do not permit sepa- 
rate Openings for each rack. 











rectly under the work chamber. 
Available in several standard 
sizes. 


Sn Ai aid 


FIG. 2—A Two Compartment 

: — Car Type Mold Drying Oven. 
Each compartment individually 
heated and controled. 


FIG. 3—A Rack Type Oven 
which accommodates two racks 
side by side with a single set of 
doors. Installed where space 
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HEATED BY GAS, OIL, ELECTRICITY OR 
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' re 


? 


FIG. 4 — Three Compartment 
Rack Type Oven is equipped 
with combination oil gas burner 
equipment. The change from 
oil to gas or vice versa can be 
made in a few minutes. 


FIGS. 5 & 6 — A Combination 
Shelf. Drawer and Truck Type 
Oven. Heat is furnished by one 
efficient Lanly forced convec- 
clon system. 
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Zac UNI-WASH SHAKE-OUT BOOTH Sede aide ea 
= ” liquid from another section if the 


rate of solidification of one section 
is more rapid than the rate of solidi- 
fication of the other section; external 
reservoirs (feeders or risers) may 
be used, but the rate of solidification 
of these must be slower than that 
of the section they are feeding. Ad- 
ditional feeding ideas were presented 
and explained, including the use of 
the William’s feeder and ‘“necked- 
down” risering.—J, D. Johnson, Wer- 
ner G. Smith Co. 


Philadelphia 


ARCH meeting of the Philadel- 

phia Chapter of AFS was held 
at Franklin Institute, Philadelphia, 
and was attended by more than 300 
members and guests. 

Dr. G. H. Clamer, president, Ajax 
Metal Co., Philadelphia, introduced 
the speaker, J. B. White, one of the 
first aerial newsreel cameramen, who 
exhibited his historic newsreel films 
dating back to the inception of the 
newsreel in 1894. Included were 
scenes of the inaugural parade of 
President McKinley, first bathing 
beauty contest, Theodore Roosevelt 
and his Rough Riders returning from 
the Spanish-American War, and many 
other humorous and serious histori- 
cal photos of America during the past 
50 years.—Albert J. Saute, American 
Engineering Co. 
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Consider the Saving! Western New York 


T the Mar. 3 meeting of the 











Shipped pre-assembled, the Uni-Wash Shake- Western New York Chapter of 
Out Booth not only saves erection time but also AFS, held at the Sheraton Hotel, 

f an pon h it ; his, ebiien. Buffalo, 85 members and guests at- 
permits a fac ory test on each unit prior to ship tended. Speakers were Earl R. 
ment, thus assuring peak performance. And, added Pierce, president, and Alexander H. 
to installation savings, the initial price of these Colwell, vice president, Exothermic 
units is lower than that for any system of compar- Research Products Inc., Buffalo. 


John R. Wark, Wark Foundry Ser- 
vices Inc., Buffalo, and chairman of 


able capacity. 


The Uni-Wash Shake-Out Booth is a compact, the chapter, presided and introduced 
packaged dust arresting system. It collects dust- the technical chairman, Lynford C. 
laden air, water washes it by the patented Uni- Roberts, sales manager, Combined 


Supply & Equipment Co., Buffalo. 
Mr. Pierce discussed production of 
plastic patterns, mentioning that 


Wash process, dries it, then exhausts it. Available 
in five standard sizes—5000, 7500, 10,000, 12,500 


and 15,000 CFM.—these units may be used in- this method of making patterns had 
dividually or in combination to cope with any dust been tried in the past but for many 
condition resulting from shake-out, core knock- reasons met with little success. He 


out, shaker screening, sand transfer, mold conveyor conceived the idea of curing plastic 
at room temperature by using a 


and rin rations. ; ; 
ee catalyst which sets in 5 minutes. 
SEND FOR ILLUSTRATED CATALOG WHICH CONTAINS COMPLETE DETAILS There is no shrinkage and setting 


Established 1912 speed can be controlled by the amount 


NEWCOMB-DETROIT COMPANY Sa“ fs och 


patterns can be removed from molds 
Main Office and Plant 


in five minutes. Pictures of coreboxes, 
etc., made from plastic material were 
Grand Rapids Division—Plant 5741 Russell Street Western Sales Office 
GRAND RAPIDS, MICH. DETROIT 11, MICHIGAN CHICAGO, Il. 










shown and samples displayed after 
the meeting. 






(Continued on page 226) 
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You Score on All Four... 


WHEN YOU USE KRAUSE CEREAL BINDERS 


















GET MORE 
GREEN 
STRENGTH 
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IMPR- “E 
FLOWABILITY 
AND TEXTURE 
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GET EASY 
BURN-OUT, 
COLLAPSIBILITY 












Yes — the qualities you need and want are yours in Krause’s Cereal 
Binders—TRUSCOR (light weight) and AMERIKOR (heavy weight). 

So why not take advantage of all these benefits by placing your 
next order with any of the disttibutors listed below or with us direct. 





Cuas, A. Krause MILLING Co., Milwaukee 1, Wisconsin 
W orld’s Largest Millers of Dry Corn 
» 











— CEREAL BINDERS ———————— 


DISTRIBUTORS 


M. A. Bell Co. Foundry Supplies Co. Marthens & Co. Smith-Sharpe Co. Frederic B. Stevens, Inc, 
3430 Brighton Bivd. Chicago 16, Ill. Moline, Illinois Minneapolis 14, Minn. Detroit 26, Mich. 
Seaver, Cotevede J. H. Hatten Snow & Galgiani 
- iH. Ne 1 F. Miller & Co, = i meses i 
M. A. Bell Co. Lansdowne, Pa. a ‘Wesh ? 533-543 Second Street Frederic B. Stevens, Inc. 
= oe St. ’ ‘ San Francisco 7, California 166 Brewery Street 
n Py 
M a. oa “a eo rong en Milwaukee Chaplet & Mfg. Frederic B. Stevens, Inc an ae oe ee 
- A. Bell Co. Birmingham, Alabama Co. , Ml wavkee .+ i ¥ a tanh? 
St. Louis, Mo. sd es ‘ Worn - a eee Buffalo 12, N. Y. Western Industrial Supply Co. 
A. L. Cavedo & Son, Inc. Independent Foundry Supply or taned —— eee Frederic B. Stevens, Inc. 208 S.E. Hawthorne Bivd. 
Inc. 
Richmond 21, Va. Co., Los Angeles 11, Collif. Chattanooga 2, Tenn. Cleveland 14, Ohio Portiand 14, Oregon 
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(Continued from page 224) 

Mr. Colwell introduced his talk by 
defining exothermic action as that 
which gives off heat. Certain types of 
exothermic materials are used in 
foundries to delay cooling or hold 
the heat when put on top of risers, 
thus maintaining temperatures and 
promoting directional solidification. 
The speaker explained methods in 
using exothermic materials according 
to the size of riser, volume, wall area 
in various ratios, and the results that 
can be expected.—Roger E. Walsh, 
Hickman, Williams & Co. 


Chicago 


| Ptan genet of the general in- 
terest in nodular cast iron, Chi- 
cago Chapter, AFS, turned out 250 
strong on Apr. 3 at the Chicago Bar 
Association to hear Charles K. Dono- 
ho, chief metallurgist, American Cast 


For lowest-cost-per-load Iron Pipe Co., Birmingham, Ala., re- 
see view production and _ application 

progress of this new foundry product. 

, a Mr. Donoho, who is regarded as 

use dependable thru-the-atr handling 0.01 ine country’s easing authori 
ties on nodular iron, devoted the 

major portion of his address to a 

metallurgical review of the develop- 

ment, the three methods of noduliz- 

ing by use of cerium, magnesium and 





KiEp in mind these important advantages which ‘‘through- calcium additions, and physical prop- 
the-air’’ handling alone gives you. Unrestricted use of floor erties and characteristics of the irons 
; : : btained. 
ce, accurate spottin york, > re 7 
space - , e spotting of wo higher stacking, greater Chapter President W. D. McMillan, 
dependability and safety, lower upkeep and longer life. On chief metallurgist, Farm Implement 


Division, International Harvester Co., 


the production line or when storing or warehousing, they add 
Chicago, presided at the general por- 


pe es a tion of the meeting and Robert P. 
. — s ‘-y engineer, Illinois 

For a great many years, we have devoted our entire wane, Sey = se os 
anaes Clay Products Co., Chicago, served 
facilities to the manufacture of cab-operated and floor-con- as technical chairman and introduced 


Mr. Donoho. 
= 3 ae Preparatory to election of 1950-51 
plant systems to make them the most efficient of all lifting cen at the aoe 9 einai af the 


trolled hoists, and overhead traveling cranes—-and to laying out 


and conveying tools. chapter, nominations were reported 
P by Past President Fred B. Skeates, 

May we show you pertinent data on installations similar foundry superintendent, Link-Belt 
Co., Chicago. Nominations are: 


to yours? 
President, A. W. Gregg, consulting 


engineer, Whiting Corp., Harvey, IIl., 
the present vice president; vice presi- 


% dent, Chester V. Nass, vice president, 

S Pettibone Mulliken -Corp., Chicago; 

- ar directors, John A. Rassenfoss, re- 
search metallurgist, American Steel 


corpo RATION . Foundries, East Chicago, Ind., Cecil 











& ssasntnild P F. Semrau, operating metallurgist, 
Mokes and sells all three lifting tools — Illinois Malleable Iron Co., Chicago, 

NET Ce meme ane , and E. E. Henry, foundry superin- 
tendent, Hammond Brass Works, 
Hammond, Ind.; and secretary-trea- 
surer to succeed himself, George J. 
Biddle, sales department, Illinois Clay 





CRANE or airborne shop loads 







































eo) 














; wore * Products Co., Chicago. 
CRANES « Overhead HOISTS e €Cab-Opercted achated The May 1 meeting at the Chicago 
Ce Se Nee ‘ay? Bar Association will feature round- 
table discussions. 
360 SCHUYLER AVENUE © MONTOUR FALLS, N.Y. (Concluded on page 229) 
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Combined handle 
and locking lever 





Streamlined through- 











out. Easy to keep . 
clean : 
Jolt timer, adjust- 
Automatic able to any number =| 
lubrication ; of jolts. Built into ~~ 
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Push button controls 
adapted for ‘‘shovel’”’ 
operation 
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Patented anvil rests 
solidly on base plate 
when jolting and 
lifts automatically — 
during turnover 

2 ey 


BRITISH MOULDING MACHINE CO. LTD. 


FAVERSHAM KENT ENGLAND 








For Savings and Service 
NORBIDE Blast Nozzles 


ERE ARE THREE GOOD REASONS why tt 
Paws to purchase NORBIDE pressure 
blast nozzles: 

1. They give more service per dollar cost 
than any nozzle now available—guat 
anteed to give 750 hours with silica 
sand and 1,500 hours with steel grit 
before the orifice diameter enlarges 
one and one-half times. One NOR- 
BIDE nozzle will often outwear 1,000 
iron ones. 


2. The wear-resistance of NORBIDE 
nozzles decreases air consumptios 
from 10% to 20% as compared with 
iron nozzles because the nozzle retains 
its original orifice for a long period 
service. 

3. NORBIDE nozzles increase produc 


tion and improve blasting efhiciency 
Time is vot lost for frequent changes 
of worn-out nozzles. And because the 
nozzle orifice is not readily wort 
larger, abrasive velocity remains mort 
uniform with the maximum of clea: 
ing efhciency and economy 
NORBIDE nozzles are made of Ni 
Boron Carbide—the hardest material m. 
by man. 


y y NORTON COMPANY) 
+” 
| Worcester 6, Massachusetts 





High-speed photograph of stream from new iron 
nozzle—note that stream concentration and abrasive 
velocity and volume are fair 


Stream from the same nozzle after three hours with 
silica sand. Outlet opening worn to twice original 
size—stream concentration poor, abrasive velocity 
and volume low 





Stream from Norbide Nozzle after 404 hours with 
sand—outlet diameter worn only 0.032”—hundreds 
of hours of useful life remain—marked stream con- 
centration—high abrasive velocity and volume 
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(Concluded from page 226) 

Three roundtables comprised the 
agenda for the Mar. 6 meeting of 
the Chicago Chapter, AFS, at the 
Chicago Bar Association. 

The steel and pattern divisions 
jointly sponsored one roundtable at 
which Chester V. Nass, vice president, 
Pettibone Mulliken Corp., Chicago, 
spoke on ‘What the Foundry Expects 
from the Pattern Shop.” H. K. Swan- 
son, owner, Swanson Pattern & Model 
Works, East Chicago, Ind., was chair- 
man. 

George W. Anselman, foundry 
superintendent, Woodruff & Edwards 
Inc., Elgin, Ill., addressed a joint meet- 
ing of the gray iron and malleable 
divisions, his topic being ‘Analysis 
of Casting Defects.” Officiating as 
chairman was Robert P. Schauss, 
sales engineer, Illinois Clay Prod- 
ucts Co., Chicago. 

Nonferrous division presented Wil- 
liam E. Wyatt, sales director, Pekay 
Machine & Engineering Co., Chicago, 
who discussed “Sand Handling and 
Conditioning for Brass Foundries.” 
E. E. Henry, foundry superintendent, 
Hammond Brass Works, Hammond, 
Ind., presided.—Erle F. Ross and 
Howard C. Tuttle. 





The Complete Line of Respirators 


LSON 


Protection With Comfort 



















Reading 


DISCUSSION of problems com- 

mon to handling brass and alu- 
minum was one of the features of 
the Mar. 21 meeting of the Reading 
Foundrymen’s Association held at the 
Berkshire Hotel, Reading, Pa. R. 
A. Colton and D, L. LaVelle, research 
metallurgists of Federated Metals Di- 
vision, American Smelting & Refin- 
ing Co., were the speakers. In the 
absence of T. E. Eagan, who had 
been scheduled to speak on “Nodular 
Cast Iron,” W. R. McCracken of the 
Cooper-Bessemer Co., Grove City, Pa., 
addressed the ferrous foundrymen of 
the association on that subject.—W. 
I. Cassidy, secretary 


Style No. 731 “Ge 
Chemical Cartridge 
For Gases and Vapors 
BM 2303 


Style No. 750D 
For Mists and All Dusts 
BM 2151 


Eastern New York 

HREE Naval Research Labora- 
tory movies were shown and dis- 
cussed at the Mar. 21 meeting of the 
Eastern New York Chapter of AFS 
held at Circle Inn, Lathams, N. Y. 
Covering the subject of “Gating,”’ 
the first film illustrated the problem 
generally while the second was on 
finger gating and the third dealt 
with step gating. These movies are 
a part of an investigation to deter- 


Here is the most complete line of Bu- 
reau of Mines approved respiratory 
protective equipment. It includes filter 

* and cartridge type respirators which 
Vf are effective against all dusts, mists, 
\] fumes and low concentrations of acid 
gases and organic vapors. Ease of 
breathing and comfortable fit as- 
sure a low fatigue factor. Choose 





Ly 


wins 


Dependable Products Since 1870 
*T_M. Reg. U.S. Pat. Off 









mine the best way to gate a particu- 
lar casting to insure uniform flow of 
metal into the mold with minimum 
turbulence, thereby helping to pro- 
duce a better casting George Dan- 
ner, American Locomotive Co. 
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exactly what you need from selector 
tables in our new catalog. Get a 
copy from your nearest WILLSON 
distributor or write direct to 
WILLSON PRODUCTS, INC., 
237 Washington St., Reading, Pa. 
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Parts are raked from heat-treating equipment into Truck platform enters annealing oven to deposit or 
skid box on truck, then removed for cooling. remove loads. Truck works quickly to save gas or oil. 


In eg or ake 


edi AA™ ) M hn YG, 


HOT SPOTS 


e Pouring metal into bucket on truck, which then 
Prove Their Metile i quickly carries load to foundry floor. 
* - 


Working with metals at high temperatures is truly the 
No. 1 proving ground for industrial trucks. For over 
30 years, Elwell-Parkers have operated on such work 


with safety, ease of control, and remarkable dependa- 
‘ ~~ SST 


bility. They readily handle jobs that are impossible — 
manually. E-P Trucks also operate at speeds permit- , : ) —— joe 
ting synchronization of operations—so important with 
molten metals. Elwell-Parker electric trucks operate 
all over the plant, and they are assigned the toughest Moving rack holding 1,000 small cores into 

‘ ‘ oven. Truck keeps ovens operating continuously. 
trucking jobs, because they always prove equal to 
them. The Elwell-Parker Electric Company, 4220 rert 
St. Clair Avenue, Cleveland 3, Ohio. 


rm 
ame | 


4 CT 
2. FREE BOOKLET 


on Handling of Hot Metals. 
Ask for E-P Reporter No. 7. 





E LWELL-PARKER 


POWER INDUSTRIAL TRUCKS 


E-P Electric Truck removing hot railway car 
Established 1893 wheels from foundry to cooling department. 
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OHIO REGIONAL FOUNDRY CONFERENCE 


Emphasizes Quality Control 


INCINNATI Chapter of the 

American Foundrymen’s_ So- 

ciety was host to approximate- 
ly 300 foundrymen at the successful 
third annual Ohio Regional Foundry 
Conference held at the Netherland 
Plaza Hotel, Cincinnati, March 10-11. 
Co-operating in arranging the pro- 
gram were the University of Cin- 
cinnati and the Canton District, Cen- 
tral Ohio, Northeastern Ohio and To- 
ledo chapters of the AFS. 

Quality control, the conference 
theme, was emphasized at the open- 
ing general session Friday morning, 
presided over by Edward H. King, 
the Hill & Griffith Co., Cincinnati, 
who was general chairman of the con- 
ference. Walter Klayer, Aluminum 
Industries Inc., Cincinnati, was meet- 
ing co-chairman, In welcoming the 
conference visitors, Dr. Raymond 
Walters, president, University of Cin- 
cinnati, emphasized the important 
stake which industry has in educa- 
tion. He said that the latter must 
have help if further progress is to 
be made, inasmuch as education as 
a whole is facing its worst financial 
crisis in a half century. The big 
need is to provide the means for 
training the brains which are avail- 
able. He added that if industry will 
help do this job, it will be unneces- 
sary to depend on Washington for 
assistance. 

Two papers on the subject of quali- 
ty control completed the opening pro- 
gram. L. G. Mitten, industrial engi- 
neering department, Ohio State Uni- 
versity, discussed the subject in gen- 
eral, pointing out what quality con- 
trol will and will not do. General 
procedures in use of a quality control 
program, including the employment 
of histograms, were described. 

Quality control methods in use at 
the G.H.R, Foundry Division, Dayton, 
O., were explained by Harry Placke 
Quality control 
standards have been established as 


of that company. 
a means of checking dimensions, 
weight and hardness of castings, slag 
control, and sand properties. Specific 
instances of improved quality and 
reduction in rejected castings were 
cited. 

The Friday noon luncheon, presided 
over by Edward H. King and Walter 
Klayer, had Fred Smith, personnel 
manager, William Powell Co., Cin- 
cinnati, as the principal speaker. Mr. 
Smith said business management is 
spending too much time catching in- 
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By EDWIN BREMER, WILLIAM G. GLDE 
and ROBERT H. HERRMANN 
THE FOUNDRY 


stead of pitching, and that its great- 
est challenge is to present its story 
to the working man. The latter, 
he pointed out, wants security, a fail 
share of the available money, per- 
sonal recognition, and a reason to 
exercise pride in his company and 
his boss, 

At the Saturday luncheon E. W 
Horlebein, national AFS president 
and W. W. Maloney, national AFS 
secretary, gave brief talks preced- 
ing L. A. Danse, supervisor, Materi- 
als and Processes Production Engi- 


neering Section, General Motors 


Corp., Detroit, principal speaker. 
Mr. Danse discussed recent devel- 
opments in the foundry industry and 
made some forecasts of developments 
to come. He berated both foundry- 
men and foundry equipment and sup- 





ply manufacturers for their slow- 
ness in developing and using new 
equipment and methods. 

First of two talks at the opening 
gray iron session was on “The Cu- 
pola—Its Raw Materials and Opera- 
tion,” by B. P. Mulcahy, Fuel Re- 
search Laboratory Inc., Indianapolis. 
Mr. Mulcahy’s paper was presented 
in the February and March issues 
of THE FouNpRY. Chairmen of this 
session were Sam Clow, James B. 
Clow & Sons, Coshocton, and Martin 
Milligan, Lunkenheimer Co., Cincin- 
nati. 

For the second discussion, at which 
Dr. D. C. Williams, Ohio State Uni- 
versity, and Joseph Schumacher, the 
Hill & Griffith Co., presided, gating 
and risering was the subject of a 
highly practical presentation by Har- 
ry W. Kessler, general manager, Sor- 
bo-Mat Process Engineers, St. Louis. 
Mr. Kessler sketched the best meth- 
ods for gating specific castings, with 
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(Conference photos by W. H. White, Jackson Iron & Steel Co.) 


Ohio conference views show: At top, the opening conference session. The 
Friday luncheon gathering is second from top. Next is a group from the 
University of Cincinnati. L. A. Danse, General Motors Corp., Detroit, who 
spoke at the Saturday luncheon is shown at bottom left. At bottom right is 
Dr. Raymond Wolters, president, University of Cincinnati, opening day speaker 


special reference to design of pou! 
ing basins, dimensions of down gates 
and arrangement of runner bars and 


ingates. The size of 


the rise? 


used, he pointed out, depends on the 
class of iron being poured, sinc 
shrinkage varies with each grade 


Second gray iron session, was di 
rected by A. W. Schneble, Advanc« 
Foundry Co., Dayton, O., and Marti! 


Rollman, Cincinnati Millin 


ge Machine 


Co., Cincinnati. Tom Barlow, East 
ern Clay Products Inc., Jackson, O 
spoke on “Quality Castings Require 


Good Sand Practice,’”’ and 


said that 


to have sand control one should know 
the minimum and maximum limits 
of sand properties under which satis 
factory results are obtained, Without 
such information it usually is diffi 


cult to determine’ the 


necessary 


changes to bring the sand back t 


proper working conditions 
fects appear. 


when de 


Tests in Small Foundry 


Concluding gray iron talk related 
to controls and tests for quality cast 
ings in the smaller foundry. Speaker 
was A. D. Barczak, Superior Found- 
ry Inc., Cleveland, and co-chairme: 
were J. D. Judge, Hamilton Foundry 
& Machine Co., Hamilton, O., and 


Stanley Levy, Keuthan 


Division 


Black-Clawson Co., Middletown, O 
Mr. Barczak said that while elabo 
rate controls and tests employed b) 


large establishments are 


too costi\ 


for smaller foundries, certain con 
trols can be administrated by the 
latter. One is careful checking an: 
preparation of the pattern. Anothe! 
is checking of raw materials to se¢ 
that they meet the requirements an 
are used properly through variou 


tests. Castings should be 


taken of 


the line hourly for inspection. Al 
castings made in one day must be 
cleaned, sorted and rough 
by the end of the following day 
Foremen and employees must checl 


inspecte 


out their scrap, and the scrap reco! 


posted. Records also are kept | 


castings returned by the 
and monthly checks are 


custome! 


1ade 


certain whether improvem 


ing made. 
At the first of three 


nt 


sessions, John Manos, Lake 


leable Co., Cleveland, 
Grimm, Dayton Mall 


eable 
Dayton, Ohio, presided 


paper discussed the effects 


tion in cupola melting 
nealability of malleablk 


presented by Milton Tilley 


lurgist, National Malleab 
Castings Co., Cleveland 
Tilley’s paper is prese 
issue, starting on page 142 
F. W. Dixon, the Hav 
Castings Co., Cincinnati 


(Continued on pa 
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SE CUTS ‘in 5 
Makeyour own special shapes from standard refraetory 


_/stock —easy, fast, economical. 
fits eliminate breakouts, spalling, costly fown-time. 
Salvage obsolete materials by cutting to desired size. 















































Clipper-Cut_pfecision 








SPLITS — SKEWS — ANGLES — SOAPS — WEDGES — NOTCHES — FEATHER- 
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y Cut in Seconds with CLIP 


























CONVINCED EVERYONE FROM THE 
PLANT AND MAINTENANCE 
SUPERINTENDENT TO THE MASONS... 
THAT PRECISION "TAILOR-MADE" 
CUTS LESSENED" DOWN TIME” 

-A REAL SAVING 


TRY A CLIPPER TODAY! 















NATION-WIDE 
DIRECT 
\ Factory SERVICE , 
we <— 


~. 4 
~ \ 
~§ 


MANUFACTURING CO 
KANSAS CITY 8, MISSOURI 


Cable Address: CLIPPER K.C. Mo 
PHILADELPHIA © ST. LOUIS © CLEVELAND e¢ AUSTIN, TEX. 
SAN FRANCISCO « CHICAGO « NEW YORK e PITTSBURGH 







PATENTED EXCLUSIVE CLIPPER FE 











One man easily 
adjusts Cutting 
Head to desired 
height. Opera 
tors hands 
merely guide 
All weight is 
supported by 
) rear bar 











AUTOMATIC 
SELECT-A-NOTCH 


From ONE 
SPOT at the 
frontofhisClip 
per the opera 
tor performs 
every cutting 
operation and 
makes all saw 
adjustments 


THE ORIGINAL MASONRY SAW 


ORY 
ABRASIVE 


DIAMOND 
BLADE 


CUT WET or CUT DRY 
There's a Clipper Blade 
for Every Job! 
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ADJUST-A-CUT 


CONTROL 
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sure on Clipper 
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SAVE-A-BLADE 


“NO GUESS WORK" 


PON NOW! 


- CLIPPER MANUFACTURING COMPANY rf 
P E. 28th at WARWICK © KANSAS CITY 8, MISSOURI . 
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(Continued from page 232) 
the second part of the session at 
which the speaker was Robert O. 
Mayer, assistant general manager of 
the same company. Mr. Mayer dis- 
cussed general details of direct air 
furnace melting of malleable iron. 

The concluding paper, “Zirconium 
in Malleable Iron,’ was prepared by 
John Varga and Howard Bleil, Case 
Institute of Technology and Lake City 
Malleable Co., Cleveland. Specimens 
from standard malleable iron test 
bars containing zirconium were used 
to determine the annealing time at 
the upper critical for each zirconium 
content. Examination of the micro- 
structures showed that the time nec- 
essary for complete solution of ce- 
mentite at the upper critical was 
increased with increased amounts of 
zirconium. The specimens examined 
for second stage annealing effects 
were normal with respect to com- 
pletion at the second stage. 

First paper in the second malleable 
iron session was presented by Gordon 
B. Mannweiler, metallurgist, East- 
ern Malleable Iron Co., Naugatuck, 
Conn, John Manos and Robert O. 
Mayer were co-chairmen. 

Mr. Mannweiler stated that pearl- 
itic malleable irons are comparative- 
ly new and offer greater strength 
values at a sacrifice of elongation 
over standard malleable iron. The 
production process varies in differ- 
ent foundries, but the end product 
is similar, being a microstructure of 
temper carbon nodules dispersed in 


a pearlitic or sorbitic matrix, 

Melting is done in the several types 
of furnaces common to malleable iron 
production. Batch melting practice 
utilizes air, open hearth, or electric 
furnaces, or duplexing from cupola 
to air or electric furnaces. Compo- 
sition of the metal as tapped usually 
is: Total carbon 2.20-2.75 per cent; 
silicon 0.90-1.70; manganese 0.25-1.35; 
sulphur under 0.20; phosphorus un- 
der 0.20; copper up to 1.00, and mo- 
lybdenum up to 0.50. 

Both malleable and pearlitic mal- 
leable irons are cast as white iron. 
The pearlitics are heat treated at 
some temperature above the critical 
for varying times depending upon 
such factors as melting practice, iron 
composition, annealing temperatures, 
and section size. 

Mr. Mannweiler then described a 
number of the methods of producing 
a pearlitic matrix in iron with chem- 
ical composition the same as stand- 
ard malleable. He also discussed 
use of manganese as an additive to 
Stabilize eutectoid carbides but which 
has little effect upon the breakdown 
of massive carbides during the first 
Stage of the anneal. He described 
the annealing practice for such an 
iron. 

Dickey Dyer, Dyer Engineers Inc., 
Cleveland, presented the concluding 
malleable iron paper entitled ‘“‘Con- 
solidating Estimating and Costing 
Through Effective Control.’’ Co-chair- 
man was F. W. Dixon. 

Mr. Dyer explained that estimat- 











NEW SAFETY RECORD: Hamilton Foundry & Machine Co., Hamilton, O., 
recently surpassed its previous all-time safety record of 225 days without 
a lost-time accident. Largely responsible for the new record is the com- 
pany’s safety and hygiene program which includes participation of a 
workmen's safety committee and a foremen’s safety committee. Shown 
with the workmen's safety committee is Plant Nurse Irene Sackenheim, 
left; Personnel and Safety Director Eldon Altman, third from left; Pres- 
ident Peter E. Rentschler, second from right, and Vice President Don 
McDaniel, right, foremen’s safety committee chairman 
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ing takes place before a foundry re 
ceives an order; costing takes plac: 
after an order has been delivered 
In his opinion, substantial savings 
can be obtained by consolidating the 
two functions. He terms the new 
method “Pre-costing.”’ 

The method determines costs il 
advance of performing a job base: 
on data proven correct by past op 
erations. The system is based o1 
the creation of certain operating con 
ditions controlled by measurement o! 
human effort, whether productive 
nonproductive, contributory, supervis 
ory or managerial, as the basis fo! 
incentive pay. Standards are ex 
pressed for workers in terms of time 
standards and for management ir 
money budgets. 


Incentive Is Joint Effort 


Standards and incentives for labor 
are more successful when accom- 
panied by budgets and incentives for 
supervisors and managers, according 
to the speaker. He found that un- 
der incentive systems, 80 per cent 
of the benefits are derived from ef- 
forts of supervisors and management 
the balance from labor’s efforts. 

Data obtained through controlled 
operating conditions serve as a com 
mon denominator, which the speaker 
calls ‘“‘saleable work.’ Using that as 
a base, the pre-costing system takes 
into consideration all burden items 
and normal volume of work to es 
tablish a conversion rate used fo! 
estimating. 

At the first nonferrous session 
George P. Halliwell, H. Kramer Co 
Chicago, spoke on “The Applicatior 
of Some Fundamental Principles t 
the Melting, Pouring and Casting o 
Copper-base Alloys.” C. F. Bunt 
ing, Pittsburgh Valve & Fitting Di 
vision, Pitcairn Corp., Barberton, O 
and C. E, Evans, Sandusky Foundr‘ 
& Machine Co., Sandusky, O., wer 
co-chairmen. 

Mr. Halliwell pointed out that t 
obtain nearly uniform metal struc 
ture and strength characteristics 
sizes of casting sections should be a 
nearly uniform as possible. He men 
tioned the use of fillets to help re 
duce stress points. In discussing ths 
high and low shrinkage alloys, h¢ 
stated that the difference in shrink 
age is only about 2 per cent, bu 
there is a great difference in th 
solidification range, due to the lea 
content. Gases causing porosity, a 
outlined by Mr. Halliwell, are sul 
phur dioxide, oxygen, nitrogen an 
water vapor. He added that oxyger 
is bad only when it combines witl 
some other material to form an oxid: 

L. W. Eastwood, Battelle Memoria 
Institute, Columbus, O., spoke on “‘De 
termination of Melt Quality—Ti 

(Continued on page 236) 
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THESE photos show 
“Industrial” flasks in actual 
operation at prominent found- 
ries in the United States and 
Canada. Names on request. 





INDUSTRIAL FABRICATING, INC. 


817 HALL STREET »* EATON RAPIDS, MICHIGAN »* TELEPHONE 6781 
IN CANADA: Don Barnes Foundry Supplies & Equipment 42 James Street, South, Hamilton, Ontario 
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(Continued from page 234) 
Bronzes,”’ at the second part of the 
Friday nonferrous’ session. Good 
quality of a bronze alloy, according 
to Dr. Eastwood, depends upon tw 
factors: The alloys’ compliance with 
specifications and its ability to pro 
duce a good casting when poured int | 
a mold. The popularly accepted cri 
teria of melt quality is based on the 
amount of gas in the melt. 

Two types of unsoundness are pin 
holing and microporosity. They af 
fect tensile strength, density, frac 
ture appearance and leak tightnes 
of cast metal. Dr. Eastwood com 
pared the results of producing goo 
quality melts in different types o 
furnaces. In general, he said, it i 
better to melt under oxidizing con 
ditions in the furnace. Also, melt 
ing with a glass cover on the meta 
is a bad practice; it produced the 


P I G C A ST I N G STATIONARY WHEEL worst quality melt under test con 











for Longer Service— ditions. 
Greater Economy Other tests conducted by the speak 
M A C h | N E , ; er have shown that calcined clay 
Bailey Stationary Wheel design molds produce the best castings. Thesi 





eliminates 80% of the moving 
parts of the conventional type. The molds permit a large range of pour 
moulds are supported by endless ing temperatures, and melts of poo! 
chains that run on top of idler quality have no effect on the densit) 
wheels which are mounted at sta- 
tionary positions along the strand. 














and strength of the castings 
Co-chairmen at the second nonfer 





rous session were W. E. Sicha, Alu 
minum Co. of America, Cleveland ' 
and Walter Klayer. R. R. Senz, Alu 
minum Co. of America, presente 
the first paper, “Quality Control 
Aluminum Alloy Castings 

Riad Design Is Important 

= The speaker stated that, to be as 
ad sured of quality production, the found 
ry first must be sure that its cast 





ings are designed to permit the lev« 

of quality required. Second, found 

For Ferrous and Non-Ferrous Smelters ry practices capable of producing tha 
e quality must be developed Thir 

and Foundries inspection methods and tools to hel 

establish these practices and advis 
the foundry when it runs into trouble 
are necessary. Finally, the use « 
statistical methods for analyzing the 


Ruggedly constructed for low-cost service, this machine 


is completely self-contained. If necessary it can be moved 


by crane and erected wherever needed. Once it is set in data developed by inspection effort 
place, only an electrical connection is necessary for can inform a foundry what to expe: \ 
operation. The complete unit consists of the machine of its product and help maintain max 


imum quality with minimum expend qu 
ture of time, effort and money 
CAPACITIES: 3 tons per hour to 50 tons per hour. “The Effect of Gating and Rise1 va 

ing Design on Magnesium Castins , 
Quality’’ was discussed by H. E. El 
liot, Dow Chemical Co., Bay City 
Mich., at the concluding nonferrou du 


session. To produce magnesium cast 


proper, motor, gear unit, variable speed reducer and drive. 


15 ft. to 100 ft. in multiples of 5 ft. 


ings of the highest quality, accord 
ing to Mr. Elliot, the gating mus 
be designed to accomplish two pr 
mary aims: Preserve cleanliness < 
the metal in its transfer from cru 
ible to casting cavity, and promot 
thermal conditions to give directiona 


PITTSBURGH 16, PA. solidification. 


(Continued on page 238) 
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_ JOY AXIVANE Fans, you 

profit by the greater efficiency, 
quieter and smoother operation, and 
lower power consumption of their 
vaneaxial design. You save on in- 
stallation, too. These light, compact, 
in-line fans mount directly in the air 
duct—saving space and time, making 


GENERAL OFFICES: HENRY W. OLIVER BUILDING - 
IN CANADA: JOY MANUFACTURING COMPANY (CANADA) LIMITED, GALT, ONTARIO 
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Setting new 





W for low-cost ventilation 


foundations, guards, etc. unnecessary. 
What’s more, the important adjust- 
able-blade feature of JOY Fans gives 
you extra flexibility—permits easy 
adjustment on the job to suit new 
conditions or compensate for faulty 
duct work. @ Let us show you how 
to get best ventilating results! 


* Reg U.S. Pat. OF. 


JOY MANUFACTURING COMPANY 


records 


J 


Zz nt 


Write for Bulletin, or 


PITTSBURGH 22, PA. 
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(Continued from page 236) 

To attain the first aim, the gating 
system should prevent turbulent flow 
or provide for removal of the oxi- 
dation products from the metal be- 
fore it enters the mold cavity. The 
speaker described a gating technique 
which permits a certain amount of 
turbulence in the early stages of 
gating but which removes the un- 
desirable products from the metal be- 
fore it enters the mold cavity. He 
suggested the application of bottom 
gating or its equivalent and the us¢ 
of skim gates. 

In his discussion of directional so- 
lidification, the speaker described the 
conflict that arises between avoiding 
turbulence and _ securing optimum 
thermal conditions in deep vertical- 
walled castings. Practical techniques 
by which this conflict may be resolved 
were offered. 


Use Supplementary Oxygen 

Opening steel session, with Chester 
Williams, Massillon Steel Casting Co., 
Massillon, O., and Howard Cross, 
Cincinnati Steel Castings Co., Cincin- 
nati, presiding, had for its speaker 
L. L. Whitney, American Steel Found- 
ries, Alliance, O., who discussed “Use 


: > of Metallurgical Oxygen at American 
Cu S ma efld S- all Ing COS S Steel Foundries”. He described use 


of dual type oil burners in melting in 





Now you can safely haul over -ton to 12 cu. ft. hopper extends Moto- which the oxygen outlet extends 3 ft 
loads with one-man economy. Kwik- Bug economies to handling foundry beyond the oil outlet to provide bet- 
Mix fully-powered Moto-Bug carries sand, coke, scrap, concrete, and ter combustion. Burner uses 29 gal 
up to 1200 Ibs. on sturdy, 4-ft. flat- other bulk materials. Big-capacity of oil and 450 cu ft of oxygen per 
bed platform . . . makes more trips hopper (below) has low loading ton of steel, resulting in a 13 per cent 
per hour because power does all the height, instantaneous gravity dump, reduction in melting time. 
hard work. Operator rides on back and handy rope control for partial in seis tik te waaben 
os : : sing the 
step... has positive steer for easy load discharge at any time. bana tremens ta the bath, compecnned 
spotting, reverse atvnad for back-up. Standard-make, 4 h.p., 4-cycle gas- air or oxygen reduced carbon at about 
No pushing, no pulling. Moto-Bug oline engine packs plenty of power the same rate down to 0.25 per cent; 
travels 12 to 4 m.p.h. forward and — to carry heaped loads over soft beyond that oxygen operated more 
oo easily takes full load up footing. Dual steering wheels, and rapidly. In one case a carbon content 
4U' ramps. Quickly pays for itself choice of big single or dual drive of 1.08 per cent was reduced to 0.45 
in more production per man-hour. tires assure ample load flotation, per cent in 13 minutes with oxygen 
Platform has stake pockets for side- traction, and handling ease on or using 435 cu ft per ton, while it 
boards . . . tilts for off pavement, another a carbon content of 0.70 pet 
easy pull-away when anywhere around cent was cut to 0.40 per cent in 6 
unloading. Positive shop or factory minutes using 456 cu ft per ton 
steer, plus handy 33” yard, All these At the second session Sam F. Car 
width, gives quick Moto-Bug advan- ter, American Cast Iron Pipe Co 
maneuverability in tages add up to Birmingham, described the effect of 
crowded aisles and easier materials- melting practice on hydrogen pickuy 
narrow doorways... handling, more in steel. According to the speaker 
turns around in own output per man- total final hydrogen seems to be th 
length. Interchange- hour, and lower net result of the hydrogen in the 
ability from flat-bed costs FOR YOU. metal charge, plus or minus the hy 
Vlackk You —— are ae caer cw ern anna ee --- drogen absorbed or lost in melting 
to: KWIK-MIX COMPANY, PORT WASHINGTON, WIS. minus the hydrogen eliminated by 
Send us more facts on low-cost Moto-Bug with: [] 1200-!b. platform [] 10 cu. ft. hopper. the boil, plus hydrogen absorbed 
NAME aia TITLE iniadaaciiibaemlincnedi furnace finishing, plus hydrogen ab- 
COMPANY _sCé*pEPT. OR DIV. sorbed in tapping into the ladle 
STREET . re oe Te Those phases are not equally im 
city . ae a: state portant in all practices and all types 


of steel. In some cases hydrogen ir 
the melt may be very high from the 
first two, and can be reduced only 


(Concluded on page 240) 
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ROLLOVER PLATE—JAR 
HEAD LOCKING DESIGN 
The above sectional 
drawing illustrates Tabor’s 
new locking arrangement. 
Jarring air pressure 
automatically throws 
rugged pins into seats 
under the rollover plate. 
Pins retract under 

spring tension when 
jarring valve is closed. 


ERE’S a feature never before 

offered in jar, power rollover, 
power draw machines. New Tabor 
construction locks rollover plate and 
jarring mechanism into one rigid 
assembly the moment jarring air is 
introduced. 


This gives you four distinct advantages: 


(1) Effectiveness of jarring blow 
is increased 25% 


(2) Ramming effect is equalized a// 
over the mold. 


(3) Does 


ee 


away with unwanted 


secondary jolt’ between plate and 
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SEE IT AT THE CLEVELAND CONVENTION ! 
Se o e : 
oi ion: : . . . 
im 3 
| ROLLOVER PLATE 
-... JAR HEAD--- ; (Mle ) 
fs IW. Nhe 
0 ee ae = a aa N \. — —— - 
25" 35 SSS sa ro Fi = Sey a 
= iy NY A ee 
CUMIN | SSNZZELLELL. 
| te H+ JAR PISTON —~ fee a Fe | _ UNLOCKED 
LOCKED | Pe ie (2) 2p ee WHEN. 
WHEN ROLLING 
JARRING OVER 
& 


jar head—adds greatly to life of 
both members. 


(4) Eliminates all plate wobble, 
even when handling a mold with 
uneven weight distribution. 


Always big producers, Tabor Roll- 
overs also feature the new quick- 
change-over table which permits inde- 
pendent setting of all four clamps—a 
table design which is invaluable in 
either core room or jobbing shop 


where pattern changes are frequent. 


Get full details. Write, wire, or phone 
today. 


SINCE 1884 MANUFACTURERS OF FOUNDRY MOLDING MACHINES 
6223 TACONY STREET @ PHILADELPHIA 35, 


PENNA. 





H. Reich 
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(Concluded from page 238) 
by hard boiling; in others the hy- 
drogen might be low as melted, and 
the prevention of absorption in fur- 
= nace finishing and tapping would 
be more important than boiling. Due 
to maximum affinity for hydrogen in 
the ready-to-tap condition, more heats 
are ruined from improperly dried 
ladles, spouts, etc., than from condi- 
tions within the furnace. Chairmen at 
the session were Harold Templeton 
Babcock & Wilcox Co., Barberton, O. 
and -O. Brown, Dayton Steel Castings 
Co.,' Dayton, O. 

Third steel session had Leo Dirrig 
Atlantic Foundry Co., Akron, O., and 
William Love, Lunkenheimer Co., Cin- 
cinnati, presiding. Michael Bock II 
Exomet Inc., Conneaut, O., spoke on 
use of exothermic materials as aids 
to better feeding. In the past most 
feeding aids were either insulating 
carbonaceous or mildly exothermic, 
but development of highly exothermic 
materials producing temperatures 
over 4000° F in risers gave added im- 
petus to the procedure. With such 
materials the riser volumes can be 
decreased, providing higher yields 

| Height of the risers can be made one- 
third to one-half the diameter, and 
a waiting period before adding the 
exothermic material is necessary to 
achieve maximum results. Other ad- 
vantages, according to the speaker 
include shallower copes, cleaner cast- 
ings, reduced straining of molds, low- 
er handling cost of riser return, and 
reduced cleaning cost. 


ALL oF 
YOUR CASTINGS ¢ 









WHEN YOU CHANGE ‘‘REJECTS” 
INTO ‘‘OKAY FOR PRODUCTION!” 












Require Fundamental Data 





Final steel session featured fun- 
damentals of sand control, by Clif- 
ford E. Wenninger, University of 
Kentucky, Lexington, Ky. He stated 
that most present-day sand control 
is empirical—it is only necessary to 
know what seems to cause a defect 
and to know how to prevent it. Fun- 
damental knowledge requires know- 
ing why the defect occurred. Lack of 
fundamental knowledge causes con- 


.. and that’s what leading foundries* 
everywhere are doing with the Tincher 
Process! Castings headed for the scrap heap 
after failing pressure tests are converted into 
sound production! An integral unit, built to fit any 
production set-up, applies Tincher Foundry 
Compound at just the right heat and pressure siderable confusion and a tendency 

to run into epidemics of defects which 


to seal voids and openings completely and permanently. 
come and go apparently without rea- 


After machining, the Tincher Process is even more valuable! son. However, some work is being 
Costly finished parts like pump housings, engine blocks and ae to seovide Sonitomnentel data 
automatic transmission housings are saved from rejection due to Mr. Wenninger stated that John B 

small casting imperfections uncovered in machining. Caine’s procedure of dipping sand 


specimens into molten steel is along 
that line. 

Work at the University of Ken- 

TINCHER PRODUCTS COMPANY tucky indicates that base sands var) 

in their thermal stability ranges, and 

WHOLLY OWNED SUBSIDIARY OF IDEAL INDUSTRIES, INC. workability. Hence, it is desirable t: 

SYCAMORE, ILLINOIS determine those characteristics and 

stay within the limits indicated by 

the values obtained. Co-chairmen of 

* Names available on request. The Tincher Process is field the final steel session were Alexande: 

tested and proved. Stop at Booth No. 1223 at the Prentice. Stark Foundry Co.. Cantor 

AFA Foundry Congress and Show in Cleveland, May 8-12, O f : ‘ = 

and see the Tincher Process in operation. 


Save castings——and save money—with the Tincher Process! 





. and John B. Caine, Cincinnati 
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FRANK D AMPBELL 


CUTTING CLEANING TIME AND COSTS TO A FRACTION 


The plan shown above is typical of methods used to provide fluidity of movement. 
Here is the minimum of hand operations and physical effort. 


The cleaning and finishing departments are most frequently the area of congestion 
and confusion. 


When castings are kept off the floor no stagnant semi-finished inventory is present 
and the time of transit is greatly reduced between the shakeout and shipping 
room, the variations in layout being made to suit the product, number of operations, 
and tonnage requirements. 


The illustration is an example of our thoroness in engineering design in every phase 
and part of the foundry from raw materials received to finished castings shipped. 


FRANK D. CAMPBELL 


Consulting Engineers 


SERVING THE FOUNDRY INDUSTRY 
332 SOUTH MICHIGAN AVE., CHICAGO 4, ILLINOIS 
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INSTALLS NEW 


Cupola Dust Collector 


By W. H. HOWELLS 
National Malleable & Steel Castings Co. 
Cleveland 


CCOMPANYING views _illus- 
A trate a twin-cupola dust col- 

lector recently installed at the 
Cleveland plant of National Malleable 
& Steel Castings Co. The collector 
accommodates the exhaust from two 
10 ft. diameter cupolas which alter- 
nate daily in their operation. The 
cupolas are 75 ft tall and 33 ft apart 
and project 3 ft through a 50 x 57 ft 
roof. Most of the collection equip- 
ment, which amounts to 15 tons, is 
mounted on this roof. The system 








provides for the collected material 
to be piped to a 3600 cu ft storage 
hopper bin straddling a railroad sid- 
ing. 

Surrounding the top of each cupola 
and resting on the roof are 15-ft- 
diameter enclosures 8 ft high. Four 
triangular-shaped hinged covers form 
the roof of the enclosures and are 
counterbalanced so that they can re- 
lieve the pressure of any explosion 
which may occur in the upper portion 
of the cupola. These covers will also 
be automatically operated by hydraul- 
ic cylinders through a thermocouple 
so that the system will be protected 
from excessively high temperatures. 

A rectangular-shaped duct leads 
from each enclosure and these join 
each other at the primary separation 
chamber. A two-way damper at this 
point controls the flow from either 
cupola into the primary separation 
chamber. 

The hot gases enter the primary 
separation chamber at approximate- 
ly 240° F. The temperature at the 
charging door is around 500° F, but 
cold air induced through the charg- 


Top—Sketch showing how the two cupolas are 
connected to the collector for dust separation 


Center—Primary 


separation chamber, shown 


at left of cupolas, exhausts gases through 


vertical stack. 


Dust particles flow through 


pipe at left to secondary collector mounted 
on top of storage hopper straddling railroad 
siding, as shown in lower illustration 


ing door, and the surrounding duct 
work, cool the gases by the tim« 
they reach the separation stage. These 
temperatures pertain to normal op- 
eration. When the cupola bottom 
is dropped or when the level of charge 
in the cupola is low, the resulting 
temperatures are highly elevated and 
the covers above the cupola must be 
opened either manually or by ther- 
mostatic control. 

The primary separation chamber 
houses two conical-shaped pipes 
about 10 ft long with diameters tap- 
ering from 24 in. to 5 in. These 
cones have numerous louvres in them 
so that the openings or slits are op- 
posite to the direction of flow of 
the gases. A 20,000-cfm fan exhausts 
the gases from this chamber through 
the openings in the cones and ex- 
pels them into the atmosphere 
through a 25-ft stack. The particles 
or the matter to be collected resists 
the change of direction which the 
gases take and continue to flow 
through the small end of the cone 
at a highly accelerated velocity. 

The particles then enter an 8-in 
diameter pipe 60 ft long and are 
carried at high velocity to the sec- 
ondary collector mounted above the 
storage bin. The secondary collec- 
tor, a simple cyclone, settles out most 
of the particles and exhausts into 
another 8-in.-diameter pipe, which re- 
turns them to the primary collector 
thereby recirculating the finer parti- 


(Concluded on page 244) 
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BEFORE 
PALLETAINERS 


Man-hours saved with 
PALLETAINERS PALLETAINER loading 
and application, 





of Qy, 


UnION STEEL 
PRODUCTS CO. 





Take the CURVES in HIGH 
with MILWAUKEE ceatenten) 
Adjustable Radius Chills 


Curved or irregularly shaped fillets hold no 
fears for foundrymen who have learned how 
to use these easily adjustable, extremely 
flexible radius chills to gain one or more of 
these advantages: 


® Quick, easy, hand shaping to fit single or 
compound curves along the fillets of cores 
or molds for cylindrical, round or irregu- 
larly shaped castings. 





Adiustable Radius Chills used @ Effective chilling of hub-and-web and rim- 
to chill rim-ond-web and and-web fillets of gears and gear blanks. 
hub-and-web fillets in a gear oe 
casting. @ Eliminate buckling . . . because the rows 
of evenly spaced slots provide “room for 
a re expansion” when the hot metal contacts 
{J // 2 the chill. 
/ Pa r fee, | @ Adjustable Radius Chills are easily broken 
AV | Peay | at 1” intervals to accommodate curved or 
f | | 6 e irregular fillets of any length. 
| vo NY fy @ They effect substantial savings in welding 
y and cleaning costs. 
Adiustable Radius Chills in a Send for Samples and see for yourself 
semi-circular fillet, in 2 sections. that MILWAUKEE Adjustable Radius Chills 


can bring you these benefits. and more. 


MILWAUKEE CHAPLET & MFG. CO. 
1025 S. 40th STREET, MILWAUKEE 4, WISCONSIN 


‘UMILWAUKE 
2 OGHAPLET 
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(Concluded from page 242) 
cles through the system A 1000- 
cfm blower is used for this recircu- 
lation from the cyclone. 

Collection figures for the three- 
day period from Nov. 14 to 16 show 
that 4000 lb of material was collected 
during 26 hours in which the unit 
was operating, or 154 lb per hour 
During the same period 769 tons of 
metal was melted, making 5.2 lb of 
collection per ton of melt. 

Sieve tests on the material collected 
are: 


On 100 mesh screen 13% 
On 200 mesh screen 28% 
On 270 mesh screen 9% 


Through 270 mesh screen 20% 

Analysis of the material showed 
Carbon by combustion 6.8 per cent; 
loss on ignition 15.0 per cent; sand 
(SiO,) 59 per cent; iron as F,O, 18 
per cent. 

The collector unit was furnished by 
Aerodyne Development Corp., Cleve- 
land. 


Sales Promotional 


Brochure 


Gray Iron Founders’ Society, 210 
National City-East 6th Bldg., Cleve- 
land 14, has issued a sales promo- 
tional brochure containing a collec- 
tion of sales and advertising ma- 
terial intended as a reference file of 
suggestions for use by member com- 
panies. The brochure, which con- 
tains all literature issued by the 
society on the subject during th 
past two years, includes reprints of 
advertisements, articles on gray iron 
castings, terms and conditions otf 
sale, booklets, etc. 


Book Review 


Solidification of Castings, by R 
W. Ruddle, cloth, 116 pages, 5% x 
814 in., published by the Institute ot! 
Metals, London. Price $2 

The author is head of the melting 
and casting section, British Non-Fer- 
rous Metals Research Association 
London. Part I of the study deals with 
the more empirical approach to the 
problem, namely studies on methods 
of gating and feeding where little o1 
no attempt has been made to measure 
or analyze the actual progress of! 
freezing in the casting. 

Part II reviews the more fundamental! 
work where the rates of heat ab- 
straction and solidification have been 
measured or calculated. The work 
described in the second section and 
the conclusions drawn are summar- 
ized briefly in Part III. The review 
also provides an appendix containing 
data on the thermal properties ot! 
metals, alloys and mold materials. 
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ORDER BS&B FABRICATED STEEL 
FOUNDRY FLASKS FROM YOUR 
NEAREST AUTHORIZED DISTRIBUTOR 


BIRMINGHAM, ALA. 
Foundry Service Co. 


BOSTON, MASS. 
Klein-Farris Co., Inc. 


BUFFALO, N. Y. 
Queen City Sand 
& Supply Co. 


CHICAGO, ILL. 
S. Obermayer Co 


CINCINNATI, OHIO 
S. Obermayer Co 


CLEVELAND, OHIO 

C. L. Nash 

Hoffman Fdry. Sup. Co 
1193 Main St. 


DAYTON, OHIO 
Fenton Foundry Sup. Co. 


DETROIT, MICH. 
Wolverine Fdry. Sup. Co. 
E. J. Woodison Co. 


EDWARDSVILLE, ILL. 
Midwest Fdry. Sup. Co. 


ELMIRA, N. Y. 
F. F. Shortsleeve Co 





HOUSTON, TEX. 
M. A. Bell Co. 


LOS ANGELES, CALIF 
Independent Foundry 
Supply Co. 


MINNEAPOLIS, MINN. 
Wisner & Co. 


MONTREAL, CAN. 
Canadian Foundry Sup. 
& Equipment, Ltd. 


OAKLAND, CALIF. 
Pacific Graphite Co., Inc. 


PHILADELPHIA, PA. 
Pennsylvania Foundry 
Sup. & Sand Co. 


PITTSBURGH, PA. 
S. Obermayer Co. 


ST. LOUIS, MO. 
M. A. Bell Co. 


TORONTO, CAN. 
Canadian Fdry. Sup. & 
Equipment, Ltd. 


Want to know how to figure prices? 
Need a complete-to-the-minute catalog 
of foundry equipment... flask styles, 
pinlugs, bottom boards, squeeze plates, 
core plates, upsets, pins, bushings, trun- 
nions and accessories? There is one for 
you... the first in the industry ... and 
it's free for the asking! 


Yes, it's another BS&B first. BS&B originated 
the all-welded, pressed steel flask. BS&B pio- 
neered the steel-bushed flask. For many years 
BS&B has built flasks by precision methods to 
the requirements of exacting customers. Now this 
leather-bound, loose-leaf catalog . . . The Foun- 
dry Flask “Bible” . . . gives you a world of solid 
facts in a form you can have readily available. 


BS&B makes progress in the foundry industry. 
Their current series of advertising to your cus- 
tomers, the casting buyer, in STEEL, IRON AGE 
and PURCHASING, mean more profits and more 
satisfied customers for you! Call in your nearest 
BS&B representative today. 
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By ROBERT H. HERRMANN 
Associate Editor 
THE FOUNDRY 


Casting 
Diesel 
Engine 
Bearings 


CCUPYING a small section in 
QO xe huge Cleveland plant of 

Cleveland Graphite Bronze Co., 
the company’s “heavywall” bearing 
foundry turns out an average of 4000 
bearings daily in three 8-hour shifts 
with 15 men on a shift. Production 
in this section is devoted to the larger 
size bearings, and is described in this 
article. ‘““Thinwall” bearings, such as 
the automotive and other types, are 
produced in another department. 

A major percentage of the larger 
size bearings cast are for use in diesel 
engines and consist of steel shells 
with copper-lead linings. Two types of 
lining material are used, composed of 
approximately 75 per cent copper, 25 
per cent lead, and 85 per cent copper, 
15 per cent lead, although each also 
contains small amounts of silver and 
tin. 

At the start of the bearing produc- 
tion cycle, a steel end-plate is welded 
to each of the tubular steel shells 
which are to form the outside of the 
bearings. This plate serves as the 
base of the mold. A graphite core is 
centered in the container thus made 
and a graphite pouring plate is ce- 
mented to the top of the cylinder. A 
number of these molds are shown in 
the left foreground of Fig. 1 

Molds then are placed on a moving 
belt which carries them through an 
electric oven where they are baked 
to dry and cement bonding the pour- 
ing plate to the shell. They are then 
placed in another electric oven and 
heated to 1960° F in a reducing at- 
mosphere just prior to being poured 


(Concluded on page 249) 


Fig. 1—Bearing metal is melted in a 


600-Ib gas-fired crucible furnace 


Fig. 2—Battery of electric ovens used 
to heat molds prior to pouring 
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S6TARRBIDE 


SILICON CARBIDE CRUCIBLES 


CARBON BONDED 


NE WY scientific DESIGN 
ELIMINATES OLD STYLE HEAVY WALLS 





* STARRBIDE CRUCIBLES produce more 


metal per furnace per day. 


* STARRBIDE CRUCIBLES provide more 


metal per heat. 
* STARRBIDE CRUCIBLES melt metal faster. 


* STARRBIDE CRUCIBLES cut fuel costs per 
pound of metal melted. 


Information on savings you can accomplish using 
STARRBIDE CRUCIBLES is obtainable in a new bro- 


chure. Write for it. 


See us at Booth 208 FOUNDRY SHOW 


STANDARD SHAPE STARRBIDE : MAIL THIS COUPON NOW FOR YOUR : 
































AMERICAN CRUCIBLE CO., 














1 
Approx. Approx. Approx. Approx. ' COPY OF THE STARRBIDE BULLETIN 
Working Level Working Level 1 
No Capacity Full Capacity Full ' AGEEREAS COUSINS pence 
in lbs. Capacity in lbs. Capacity NORTH HAVEN, CONNECTICU 
Red Brass | Lbs. Water |] Red Brass | Lbs. Water t a 
Bee Repavacan ee Bes <u 
ro pa - Please send STARRBIDE Bulletin 
70 239. 32. ee 
80 269. 36. , 
90 298. AO. I Signed By — 
100 328. 44, L Address 
125 373. 50. ; 
150 468. 60. City & State Eanes 
I 





NORTH HAVEN, CONN. 
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Perfect Cores at 


50% SAVINGS 
in Core Box Cost 


@ The 3-part core box with 
16 cavities shown above was 
blown 50,000 times, produc- 
ing 800,000 perfect cores 
without patching or repairing 
of the core box in any way- 
after wear began to occur it 
was literally thrown away 
and replaced by a new box 
costing less than repairs. A 
50% saving in expense alone 
was realized PLUS all other 
significant advantages of the 
Duplicast box. (This user 
buys 3 core boxes at one 
time). 


YUP L 


O REPAIR 


Four core boxes and 500 
dryers furnished to an auto- 
motive foundry. Dryers as 
well as core boxes produced 
by the exclusive Duplicast 
method. This new develop- 
ment now makes it possible 
to buy “blow-in” dryers of 
extreme accuracy at the 
same low cost of “place-on” 
dryers. 


BOOTH 1626 We invite you to visit us at the 


Foundry Show in Cleveland — to see and hear how this 
process is saving money and increasing production for nu- 


merous foundries. 


vm 


L a 


PLACE 










@ Made of aluminum alloy of amazing wear resistance, 
Duplicast is the complete answer to the vexing problem 
of keeping blower core boxes in repair. The expendable 
feature of Duplicast eliminates repairing and production 
interruptions—because it’s actually cheaper to use new, 
dimensionally accurate Duplicast boxes than to spend 
time and money to repair them. 





pur new, detailel BULLETIN ‘’D 


INDUSTRIAL 


PATTERN WORKS 





2625 W. Belmont Ave. 
Chicago 18, Illinois 
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(Concluded from page 246) 


Lining metal for the bearings is 
melted in a 600-lb gas-fired crucible 
furnace and brought to a temperature 
of 1900° F. Metal is hand-ladled from 
that furnace, as shown in Fig. l, 
into 60-lb induction holding furnaces 
where it is brought to between 2000 
and 2100° F and heid there. 

Metal is released from the holding 
furnaces through a valve in the bot- 
tom into hand ladles in preparation 
for pouring the shells as they are re- 
moved from the oven one at a time. 
Immediately after pouring, the shells 
are quenched in water at a tempera- 
ture of 70 to 90° F. The quench 
water contains a soluble soap which 
emulsifies in water and increases its 
wettability. It also serves to reduce 
the possibility of steam pockets which 
otherwise might be developed by 
putting the hot shell into plain water. 
The quench tanks are equipped with 
a movable table upon which each 
shell is placed and lowered gradually 
into the water. 


Describes Procedure 


The operation for making’ the 
smaller size heavy bearings differs 
somewhat from that described for the 
larger sizes. The procedure consists 
of placing the lining metal into a 
chrome-iron container such as those 
shown in the foreground of Fig. 2. 
The shell containing the graphite core 
is placed on top of the container; 
the two pieces then are grasped with 
a special clamping tongs and placed 
in the electric oven. The metal charge 
melts in the oven. When the mold is 
removed (Fig. 2), it is inverted, and 
the shell is poured automatically. The 
container is removed, the lining metal 
charge added in preparation for an- 
other shell, while the poured shell is 
placed in a quenching tank. 

The shells are taken from. the 
quenching tanks, the steel end plates 
machined off and the graphite pour- 
ing plates removed. Then the graphite 
core is removed and the bearing sent 
to the finishing department where 
machining operations convert it to 
its usable form. 

Graphite cores used in the shells are 
made of powdered graphite and ben- 
tonite clay, compressed and baked 
in an electric oven. Through applica- 
tion of a new method of removing 
the cores, developed as the result 
of a suggestion by Charles Zamiska, 
senior furnace operator, the cores 
may be reused. The financial saving 
made possible through salvage of the 
core is considerable and will result 
in a substantial payment to Mr. 
Zamiska under the rules set forth in 
the company’s employee suggestion 
plan. 
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HYDRO-SAND BLAST 


gives your foundry quicker cleaning, 
faster core removal 








HYDRO-SAND BLAST keeps operator 
away from dust and dirt, helps him do 
a better job faster! 





ONE MAN removed cores, and blast 


cleaned this casting in just 15 minutes 
with Hydro-Sand Blast! 


For fast, safe, economical blast cleaning 
and core knockout—cost-conscious engi- 
neers pick Pangborn Hydro-Sand Blast! 


Hydro-Sand Blast does a thorough job, re- 
moves core sand and rods without trouble, 
ends the possibility of sledge damage in your 
plant. Here’s how it operates: work rotates 
on an electrically controlled table inside a self 
contained steel room which controls dust and 
dirt at all times! 


High velocity sand and water clean castings 
completely, which means roughing, chipping 
and finishing operations are both faster and 
cheaper. Labor costs are further reduced as 
only one man is needed to operate a Hydro- 
Sand Blast unit. 


Get the Facts! Find out for yourself how 
Pangborn Hydro-Sand Blast improves work- 
ing conditions, does a better job, saves money. 
Bulletin 1100 contains full details. Send for it 
today. Address: PANGBORN CORPORATION, 
2300 Pangborn Blvd., Hagerstown, Maryland. 








Look to Pangborn for the 
latest developments in 
Biast Cleaning and Dust 
Control Equipment 
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PATTERN 


AIR SUPPLY TO 
JOLT CYLINDER 


JOLT ANVIL 


SQUEEZE 
PISTON 


AIR SUPPLY TO 
SQUEEZE 
PISTON 


250 


BRITISH APPLICATION OF 


Fig. 2—Simultaneous 
jolt-squeeze rollover 
draw machine oper- 
ating with flask ap- 
proximately 4 ff 
square 





SIMULTANEOUS JOLT-SQUEEZE 
Molding Machines 


Petes + 
STONE 
WALLWORK 

LTO 


ADJUSTABLE 
PRESSER PLATE 


COMBINED 
TABLE AND 
JOLT PISTON 


JOLT SPRING 


~- SQUEEZE BODY 





By A. G. THOMSON 


IMULTANEOUS jolt-squeeze ma- 
chines are giving very satisfac- 
tory results in leading British found- 
ries. These machines are designed on 
the principle of shockless jolting, and 
in their system of operation are fun- 
damentally different from the usual 
shock-jolt plain-squeeze machines. 
On a _ shock-jolt machine of the 
normal type the pattern plate is fixed 
to the machine table. The flask is 
located on the pattern plate and filled 
with sand. Jolting is then carried 
out by admitting compressed air un- 
derneath the jolt piston, usually at 
a pressure of from 80 to 100 psi. 
The force exerted is such that the 
piston, machine table, pattern plate, 
flask and sand are lifted to a pre- 
determined height. The supply of 
compressed air is then cut off and 
the air underneath the jolt piston 
exhausted. Immediately the air pres- 


Fig. 1—Ramming unit in simul- 
taneous jolt-squeeze position 


sure is relieved the table with its 
load drops under its own weight until 
the underside comes into contact with 
a striking pad which is usually fixed 
to the cylinder of the machine 

As soon as the piston falls to the 
bottom of the cylinder the same cycle 
of operations is repeated, the jolting 
operation being continued until the 
sand has been packed down and ram- 
med sufficiently hard to produce a 
satisfactory mold. The 
mold hardness required is, of course 
governed by the type of sand used 
and the type of metal 
nonferrous) in which the casting is 
to be produced. 

Speed and density of ramming art 
obviously dependent on the number 
of jolts or impacts made. 
evident that the greater the num 
ber of impacts in a given time, the 
shorter becomes the individual ram- 
ming time for each mold and the 
greater the number of molds produced 


degree of 


(ferrous oI! 


It is also 


per hour. 
An important point is that the 


) 


(Continued on page 253) 
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fo help you pick the right 
abrasive for low-cost cleaning 


PANGBORN OFFERS YOU 
THIS new, free ABRASIVE 


ANALYSIS SERVICE .... 


Now you can find out which type of abrasive is best for your 
blast cleaning operation with Pangborn’s new Abrasive Analysis 


Service! 


To keep costs low, abrasives must be matched to the finish 
you want with the equipment you use. Contrary to popular belief, 
no one abrasive is ideal for all kinds of work. And that’s where 


Pangborn Service Engineers can save you money. 


Backed by 46 years’ experience with blast cleaning problems 
and as pioneers with metallic shot and grit, Pangborn Service 
Engineers know which type of abrasive is best for a specific 


job. They can show you why you should use heat treated, an- 








nealed, ‘‘Malleabrasive’’, or ‘Certified’ hard metallic shot or grit. 


There is no obligation for this service. All you need do is tell 
us what kind of equipment you use and what you clean. Then 
Pangborn Service Engineers will recommend a type of abrasive 
which experience has proved to be the most economical for your 


work. 


While at the Foundry Show, ask any Pangborn Service En- 
gineer fora recommendation—or write to PANGBORN CORP- 


ORATION, 1400 Pangborn Blvd., Hagerstown, Maryland. 


Look to Pangborn for the Latest Developments 
in Blast Cleaning and Dust Control Equipment 


| BLAST CLEANS CHEAPER with the right equipment for every job 
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NOT JUST A “Sand Whxer” BUT A PRECISION 


MACHINE TOOL-— specially Practical FOR FOUNDRIES 
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CORE SANDS... 


“Lancaster” Mixer Symbol EAG-4. 
For batches from 500 to 900 pounds. 


peak by the makers of “Lancaster” Mixers 
. . provides major advantages: 

(1) A larger ratio of used sand can be 
reclaimed with a corresponding reduction 
in the amount of new sand required for 
desirable molding characteristics. 

(2) Binders of any kind are mixed with maxi- 
mum efficiency. 

(3) Lumps and nodules are avoided — no 
need for aeration after mixing. 

(4) “Lancaster” Mixers are quickly and easily 
cleaned. 

(5) Despite the speed of “Lancaster” mixing, 
no heat is generated in the mix. 

(6) “Lancasters” are “power misers”, oper- 
ating at maximum capacity on minimum 
power requirements. 

Write today for free bulletin devoted 
especially to “Lancaster” Mixers in the 


foundry industry. No obligation. 


FACING SANDS... 


HEAP SANDS 


“Lancaster” Mixers fit the modern trend 
in foundry practice . . . the trend toward 
replacing “old-school” equipment with 
machinery that performs its task with 
predictable precision and offers savings 
in man-hours and material. 

For core sand mixing, the efficiency of 
“Lancaster” Mixers reflects substantial 
savings in oil and binders, without sacri- 
ficing the desired characteristics of the 
cores. Core strength is uniform and con- 
trolled. Grain sizes are dependably dis- 
tributed and preserved throughout the 
mixing process. 

In the preparation of facings and heap 
sands, counter-current “mixing-mulling”’ 
action . . . pioneered and brought to its 


Cores shown are products of dependable, 


scientific “Lancaster” Mixing. 


POSEY IRON WORKS, 


Rrick M achinety Division 


LANCASTER, 


PENNSYLVANIA 
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Fig. 3 (top panel)—Swing heads 

in position while jolt and squeeze 

operation is being performed 
simultaneously 


Fig. 4 (second panel)—Machine 
is turned over and pattern draw 
is commencing 


Fig. 5 (third panel)—Removing 
the finished mold from the ma- 


chine 
Fig. 6 (bottom panel)—Twin pres- 
sure heads, each of which 
swings over center of machine 
table 
(Continued from page 250) 


packing of sand in a flask takes place 
by building up from the face of the 
pattern plate to the top of the flask, 
so that if a section of a finished mold 
is examined it will be found that 
throughout the depth of the mold a 
variation in the density of ramming 


has occurred. This feature which 
cannot be avoided with a_ shock- 


jolt-squeeze machine, has been elimi- 
nated by the simultaneous jolt-squeeze 
molding machine. 

A machine of the latter type, de- 
veloped by Stone-Wallwork Ltd. of 
3ritain, is shown in Fig. 1. It will be 
seen that the jolt piston operates in 
an anvil and an important difference 
from the shock jolt machine is that 
this anvil rests upon a heavy coiled 
spring. This spring in turn rests in- 


side the squeeze cylinder which 
operates in an _ external squeeze 
body. 


On the introduction of compressed 
air to the underside of the jolt piston, 
the table lifts and at the time 
the anvil operating inside the squeeze 
piston depresses the jolt spring un- 
til a balanced loading occurs. At this 
point the air supply to the jolt cy- 
linder is cut off by a system of port- 
ing, and the air inside the cylinder is 
exhausted. 

Immediately the table gravitates 
towards the anvil, which is now mov- 
ing upwards under the 
the jolt spring, and the contact be- 
tween the anvil and the striking pad 


same 


pressure of 


of the table produces the jolting 
action, which might aptly be de- 
scribed as a “clapping” action. As 


with a shock-jolt machine the sand 
is rammed down vertically. 
Assuming that an ordinary shock 


jolting machine has a 2-in. stroke, 
the jolt piston of a simultaneous 
jolt-squeeze machine of similar ca- 


pacity would lift the table 1 in. while 
the anvil in. 
It is thus for many more 
impacts to be given to the table per 
second, thereby reducing the operat- 
ing time appreciably. 

The shockless jolter principle has 


would be depressed 1 


possible 
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“King Tut tomb” ovens—installed in 


1916 and still used successfully for 
long-cycle annealing of heavy castings. 
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THE 
HEAT TREAT 
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The first continuous controlled-atmos- 
phere furnace heated by radiant tubes 
~producing economically at Inter- 
national Harvester Co. since 1936. 
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Three of six automatic overhead 
type controlled-atmosphere fur 
naces recently installed at Inter- 
national Harvester Co, Chicago. 





means ECONOMY in 
MALLEABLE ANNEALING 


From the tomb-type ovens of 1916 to the latest high-production units, 
Holcroft furnace engineering has led the way to new economies in mal- 
leable annealing. The radiant-tube-heated, controlled-atmosphere furnace 
— introduced by Holcroft in 1936—replaced heavy work containers with 
light-weight trays, giving notable savings in time and fuel. The Holcroft 
overhead furnace design cut time and labor to a new low; and we can 
cite many other advantages provided by Holcroft trail-blazing. 


Holcroft furnace design is based on complete metallurgical and engi- 
neering service. We design each furnace for its individual application, 
selecting without bias the elements best suited to the job; and in so 
doing, we constantly develop improved features and processes. As a 
result, Holcroft furnaces meet every production requirement at minimum 
over-all cost-for malleable annealing and for every other heat 
treating process. 


For these reasons, it will pay you to have us quote on your next heat 
treating installation. We cordially invite your inquiries. 
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an important application, namely the 
continuance of the jolting action dur- 
ing the upward movement of the 
Squeeze piston and also while the 
mold is actually being squeezed. It 
is suggested that this is an entirely 
novel feature of molding machine de- 
sign. 

As stated previously, the jolting 
unit consists of a piston and anvil 
and is housed in the squeeze piston 
When the squeeze pressure is applied 
the squeeze piston moves upward un- 
til it engages with the underside of 
the machine table and continues its 
upward journey, carrying the mold 
to the underside of the squeeze plate 
and slightly compressing the jolt 
spring. 

The flask is now clamped between 
the pressure plate and the jolt table 
by means of the squeeze piston. Com- 
pressed air is once again forced int 
the jolt cylinder and works expan 
sively, moving the anvil downwards 
and compressing the jolt spring, whil 
the table remains stationary. Th 
anvil goes on moving downwards 
until the exhaust position is reached 
end is then thrown back against the 
underside of the machine table bj 
the spring recoil. 


Apply Jolt and Squeeze 


Since the squeeze pressure is stil 
being applied, jolting and squeezing 
are being applied simultaneously. 

Apart from the saving in time this 
process has the further advantage 
that the sand is rammed laterally 
which is essential when extremely ac 
curate castings are required. 

This method of simultaneous jolt 
squeezing has been developed stil 
further by the introduction of ma 
chines with two pressure heads, each 
of which swings over the center of 
the machine table, as shown in Fig. 6 

On the left-hand pressure plate is 
fitted a shaped pressure board whic! 
conforms to the shape of the patter 
to be molded. The flask is filled wit! 
sand and jolt-squeezed in the norma 
manner with the shaped pressur 
board in position, after which the 
squeeze cylinder is exhausted an 
the left-hand squeeze head is returnes 
to the clear position. Additional san: 
is then placed in the flask and the 
right-hand swing head is brought ove! 
the machine table. Attached to th 
right-hand swing head is a norma 
flat pressure board, whereby the flat 


ramming is given when the mold 
jolt squeezed for the second time 

The double operation is most ef 
fective since all the interstices of th: 
pattern are filled with sand. Thi 
method undoubtedly produces cast 
ings to the finest dimensional limits 

(Concluded on page 256) 
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Adams 12’’-38” 





Jolt Squeezer 


Portable Type 


ADAMS 


MOLDING MACHINES and 
CUSTOM-BUILT FLASK EQUIPMENT 


HERE are the “Partners” that keep production rolling and costs low 
help you meet today’s increasing competition with faster production of bet- 
ter castings at lower cost. 


Adams Molding Machines are designed by eypetionced foundrymen to 
solve your production irene . . + to give you the speed, power and dur- 
ability for consistently large output day after day. Close control of jolting 
and squeezing operations means accurate, uniform molds. Smooth, easy Op- 
eration, with minimum working parts, simplifies operation and maintains 
steady, high output levels. 


Adams Flasks are custom built to your exact specifications for superior 
performance and economical production. 


Get these “Partners” on your production team now! Write for full in- 
formation. THE ADAMS COMPANY. 700 Foster Street. Dubucue, lowa. 


ADAMS Company ; 


DUBUQUE, IOWA, U.S.A. QR arty 













ESTABLISHED 
1883 
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Crescent Hrass\ Pin Company 
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We manufacture a complete line of all types and sizes of 
Foundry Chaplets, and all kinds of wire and metal for- 
mations for your foundry use. If we don't already make 
what YOU need, we'll design and develop just the 
CHAPLET to suit your requirements. Your inquiries and 
specifications are invited - - - - for quick service, write 
for working samples. As a few of our specialties: 


RADIATOR CHAPLETS 
SHOULDER CHAPLETS 
BOILER CHAPLETS 
DOUBLE HEAD CHAPLETS 
MOTOR CHAPLETS 


(Regular or Extended stems) 


¢ TIN TUBES 
(Plain or Perforated) 


* FOUNDRY NAILS 
(Plain, Nicked or Barbed) 

SKIM GATES 

CORE WIRES 

CORE PLATES and SHIMS 
TAPER DRIVE PLUGS 

CRESCENT FUSETITE CHAPLETS ARE MADE ACCURATE 


OF PROPER ANALYSIS MATERIALS FOR THE FUSING-IN 
PROCESS. 


Being the Originators and Manufacturers of Radiator, 
Shoulder, Double Head and Motor Chaplets, Your Found- 
ry benefits by our Chaplet Manufacturing experience 
since 1889 for the leading Stove, Radiator, Boiler and 
Motor Foundries. 


We carry thousands of different types and sizes in stock 
for quick delivery, and have the facilities to make up 
special sizes promptly. 


WRITE FOR SAMPLES AND PRICE LIST. 


5766 TRUMBULL AVE. 





i 
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(Concluded from page 254) 

These machines can also be fitted 
with an automatic device which en- 
ables the entire cycle of operations 

filling the flask with sand, the 
movement of the swing head over the 
machine table, jolting, squeezing and 
pattern drawing—to take place in the 
minimum time without the constant 
supervision of an operator, the en- 
tire cycle being started simply by 
pressing a pushbutton switch. 

An example of the use of a simul- 
taneous jolt squeeze molding ma- 
chine is given in Figs. 2, 3, 4 and 
5. 

Fig. 2 shows a simultaneous jolt- 
squeeze turnover draw machine oper- 
ating on a flask approximately 4 ft 
square. This machine can be used 
on both shallow and deep work. The 
operator is filling the flask with sand 
from an overhead hopper, the correct 
amount of sand being gaged by the 
use of a filler frame. 

In Fig. 3 the machine is shown 
with the swing heads in position ove1 
the machine table while the simulta- 
neous jolt squeeze operation is being 
carried out. The squeeze lever is 
being operated by the left hand and 
the jolt by the right foot. 

In Fig. 4 the machine has_ turned 
over and the pattern draw is com 
mencing. 

Removal of the finished mold from 
the machine is shown in Fig. 5. This 
operation is facilitated by use of con- 
cealed rollers attached to the pres- 
sure heads and also by a swing-down 
roller track which connects with a 
line of gravity roller track leading 
to the closing position. 

It will be noted from the illustra- 
tions that the machine is operated en- 
tirely by a single man, the ancillary 
equipment being so designed that all 
heavy lifting is eliminated and phy- 
sical actions are limited to operat- 
ing the various levers. 


Maine Apprentice 
Conference 


Announcement has been made of 
the sixth annual apprenticeship con- 
ference sponsored by the Maine State 
Apprenticeship Council and the Bur- 
eau of Apprenticeship, District 1, 
U. S. Department of Labor, to be 
held June 8-10, at Poland Spring 
House, Poland Spring, Me. Reserva- 
tion requests should be forwarded to 
Daniel A. Barry Jr., assistant man- 
ager of the hotel. On June 7 a 
special luncheon meeting is planned 
for Canadian guests who will be 
hosts in Quebec City in 1951 
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motor blocks 


A CASTING SEALER for motor blocks must meet exacting specifications. 
It must dry hard enough for handling in 30 minutes and 
must be completely hard in 5 hours, showing no cracking or flaking 
away from the machined surface. In addition, all ingredients must be 
non-toxic, non-bleeding, alcohol resistant, alkali resistant, heat resistant 
and durable under laboratory weather tests. 
A sealer, to pass all these specifications, has been developed by 
Tousey and is being used by leading automotive equipment manufacturers. 
Information about other sealers and exterior finishes manufactured 


by Tousey is available upon request 





! 
TOUSEY FINISHES CAN TAKE IT! TOUSEY 


Read about the organization 

behind Tousey finishes. A copy 

of our new book ''65 YEARS OF PRoOOUCTS 
ACHIEVEMENT," is yours for 

the asking 


TOUSEY VARNISH CO. 


520 WEST 25th STREET ; CHICAGO 16, ILLINOIS 


CASTING SEALER 
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(Continued from page 131) 


Since wall thickness and _ inside 
diameter of the pipe depends on the 
amount of metal poured into the 
mold, it is important that the weight 





K-372 


for LESS MONEY! 



















be measured accurately. This is ac- j 
complished at the Chattanooga found- 

You can remove more ry by an ingenious device, developed 
. 2 by their engineers, which controls th« 

metal in less time, for weight of metal within a 5 per cent i 


tolerance. 

The reservoirs, on which a gas 
flame is played to minimize metal 
oxidation, are filled quickly from the 
ladle carried on a monorail over the 
pouring platform shown in Fig 9 
This ladle receives metal from a 
larger ladle moved by monorail from 
the nearby cupola. 


less money, and do a 
better job, if youhavethe 
efficient and econom- 
ical combination of the 


right snagging wheels 
Reservoirs Are Tilted 
and the right machines. : | 
Once the four reservoirs are filled, 
| the metal skimmed, and the molds re- 
volving at the required speed, the 
former are tilted and the metal flows 
| through pouring spouts into the four i 
| molds simultaneously (Fig. 10). The 
molds continue to revolve until the 
metal solidifies—-about 30 seconds. 
Centrifugal action then is stopped 
and the four flasks are tilted to a 
vertical position for ejection of the 
' castings. This is accomplished by 
| four pneumatically-operated plungers 
which descend to force the pipe and 
sand through the flasks to an under- 
ground apron conveyor below the 


Experience proves that old machines 
converted to higher speeds are usually 
costly, often dangerous, and seldom 
meet the exacting requirements for 
quality of workmanship and quantity 
of output that are necessary to a com- 
petitive position today. Electro Field 
Engineers know the right combination 
of Electro HIGH-SPEED resin-bonded 
Grinding Wheels and the right ma- 
chine for the scheduled job. 









HIGH-SPEED 
GRINDING WHEELS 



















CRUCIBLES { 
° . A machine. 
STOPPERS ¢ Each of the machine operations just 
Why not accept their help? Their High Y described follows the preceding one in 
; ; ited ‘ iil mindedainan: 2 indie Cmne 
cooperation will cost you nothing. Temperature & timed sequence automatically. ( 
It will plac | 7 bli CEMENTS the operator commences the cycle, the 
: rag cae oe agape — — : controls take over to initiate the sub- 
tion. Just tell us with whom in Additive sequent steps. i 


ALLOYS Because of possible breakage of the 


| 
REFRACTORIES * red-hot pipe in dropping onto the 
casting conveyor, the latter is sup- 


your organization, our Electro 
Field Engineer may talk; and if 
for Chemical 


and Ceramic plied a continuous cushion of sand 
Speed 


you request it when you write, 
a oe ek ee may industries from the central sand system 
of the conveyor is adjusted to pro 
duction, and when the pipe returns 
to the ventilated shakeout at floo! 
level (Fig. 6) it is sufficiently cool 
to handle. Most of the sand returned 
with the castings drops through bars 
located just ahead of the shakeout 


send you free a copy of our 64- 
é ELECTRO-CARB 


(Silicon Carbide) 
ABRASIVE GRAIN 





page High Speed Grinding Man- 










ual. Electro Refractories & Alloys 
Corporation, 344 Delaware Ave., 


Buffalo 2, N. Y. 








screen and is carried by belt con- 
veyor to the preparation unit fo! 
reuse. Pipe proceeds to the vibrat- 














sand is shaken off and the hub cores 
drop out. The pieces then are picked 








ing shakeout grid wher additional 1 
1 














(Concluded on page 260) 
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HERE’S A A 
DE: IN ELECTRIC-DRIVEN 


"AIR COMPRESSORS 


that means lower costs of Installation, Operation and Maintenance 

















7 Packaged 
“L” DESIGN 
€ 


THE SIMPLEST 
MOST COMPACT 
MOST ACCESSIBLE 
MOST ECONOMICAL 
READY-TO-RUN 
‘Aten, ta toning rings lh co pathic 
* Full force-feed lubrication <, o @ 2 ’ t CROSSH EAD -TYPE 
e ; . 
TWO-STAGE 
80 to 125 psi 
& 


SIZES 
125 to 350 hp 





« Pipeless, thru-frame air flow 
* Air connections on sturdy frame 


Packaged, high-efficiency 
intercooler 











The XLE incorporates a “new look” and a new idea in air-compressor 
design. It is a heavy-duty, well-balanced, easy-to-keep-clean machine 
that can be installed with an absolute minimum of effort, time, and 
cost... on a minimum of foundation. 

Simplicity of XLE construction, and advanced-design features such 
as aluminum-alloy full-floating bearings that require no adjustments 
in a sealed, dust-tight crankcase, result in lower-cost maintenance 
and a higher degree of dependability. 

The XLE is a highly efficient compressor built for continuous, full- 


$07-1 


load operation, and is ideal for factories, railroad shops, mines, FOR MORE INFORMATION on XLE Air Compressors, 

powerhouses, and large construction jobs. It is particularly suitable phone or write the Ingersoll-Rand office nearest 

wherever skid-mounting, factory floor, or ground conditions require you, or write... 

a well-balanced machine. INGERSOLL-RAND, 11 Broadway, New York 4, N. Y. 
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“CERTIFIED” ABRASIVES. 


« 


es 


If you want better blast cleaning, switch to Certified, the 
high-quality abrasive. Certified’s Samson Shot and Angular 
Grit are modern abrasives, produced by a special, automati- 
cally-controlled hardening process that makes each abrasive 
particle a homogenous mass. Thus Certified wears slowly, 
can be used over and over again. 


With Certified in your plant, castings are cleaned in a 





jiffy. Scale, rust and dirt disappear completely, giving you 
more efficient blast cleaning. Find out for yourself how 
Certified’s higher quality pays off in the cleaning room. 
Order Certified Abrasives today and get better blast 


cleaning! 





oa Foundrymen say: 
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Accepted and used for over 55 years 


PITTSBURGH STEEL SHOT 
CRUSHED STEEL CO, = AND GRIT CO. 
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(Concluded from page 258) 
off and immediately weighed and 
calibrated to make sure they meet 
weight and dimensional tolerances 
before being transported to the clean- 
ing room and final inspection 

Since the pipe is cast in sand molds 
no subsequent annealing is necessary 
The process also provides not only 
uniform grain structure, but also uni- 
form wall thickness and concentri 
section, as indicated in Fig. 1. This 
permits the pipe when being installed 
to be cut with a pipe cutter much in 
the same manner as steel pipe 

It is obvious that careful control 
must be maintained over sand prop- 
erties. For this purpose a set of in- 
struments to make regular analyses 
is maintained on the floor near the 
sand preparation unit. The mold- 
ing sand mixture has approximatel, 
these properties: Green compression 
strength 16 lb, permeability 96, flow- 
ability 70, grain size 57, moistur 
slightly under 5 per cent. 

The sand system contains about 
75 tons. Sand returned from the 
shakeout by conveyor belt (Fig. 7) is 
raised by bucket elevator to a stor- 
age bin. From there it is drawn as 
required into a 1500-lb capacity mixer! 





Prepared sand is moved by over- 
head belt conveyor back to the 10- 
ton capacity hopper above the mold- 
ing and casting machine. 
Installation and final development | 
of the complete unit were under the . 
direction of John A. Lasater, chiet 
engineer of the foundry department 
and Sam C. Northington, foundry 
superintendent, Combustion Enginee! 
ing-Superheater Inc., Chattanooga 


Holds Refractories 


Conference 


Robinson Clay Products C Ak 
ron, O., inaugurated a _ practical 
training program at a recent thre 
day refractories conference, when 
company executives brought together 
production, sales and research teams 
to discuss jointly the products they 
are responsible for producing and 
selling. Better methods of serving 
the steel, foundry, glass and cerami: 
industries were outlined. W. E. Rob 
inson, company president spoke 
briefly at each meeting nm 
Anderson, in charge of the research 
division, showed charts and up-to- 
the minute research data on in 
provements and developments of the 
company’s refractories products. E 
A. Hertzell, refractories production 
superintendent, Parral, O., summed 





up the company’s production goals 
in the refractories division 
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The Mighty Etc of Die Casting Machines 


THE NEW KUX MODEL K 


is the safest, most highly productive small die casting machine on the market! 
Available in horizontal or vertical center shot models, die castings weighing up 
to 1% pounds in zinc are produced under high injection pressures, insuring 
quality, dense castings with minimum porosity. Compare these features: 
Center shot operation with floating nozzle always in seated contact with 

the die and one-piece gooseneck. Speed and power obtained by use of an 

air compressor to operate opening and closing of die, and metal injection 
plunger. Double safety lock, mechanical-electrical, prevents metal shot while 
die is in open position. Double toggle mechanism locking in two directions 
absorbs all locking pressures, operates on all four corners of die plate. 

Built-in ejector plate for positive ejection. Self-contained gas or oil firing unit. 





Die Space between Weight of metal per shot at 1170 
pounds PSI injection pressure, 

Die Mounting Plates.16%)” x 9%” zinc incl. gate 
” Air pressure required. 100 Ibs. PSI 
25 tons i 2250 Ibs. 


Die Separates 


Locking Pressure on die... 





Write now for an Mlustrated folder 
KUX MACHINE COMPANY 


3940 W. HARRISON STREET + CHICAGO 24, ILLINOIS 
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Small 
Foundry 
Employs 


Modern 
Methods 


ODEST circumstances have at- 
tended the birth of numerous 
o But 


foundries. many have 


survived to demonstrate that a smal 
company, when guided by progressive 
management, can compete successful 
ly in the casting industry 

Few foundries had a less auspicious 
beginning than the Brooks Furnac: 
Co., Albion, Mich., a producer of 
iron castings. The date was 1933, ir 
the depths of the depression, when 
Ra'ph Brooks decided to build a 
foundry. His cash assets were pra: 
tically nil, but he possessed the neces 


pray 
2 


sary determination and a wife wit! 
faith in him. 

The first foundry was a home-mads 
affair. With his own hands Mr! 


(Concluded on page 264) 


Fig. 1—Ralph Brooks and Mrs 
Brooks. They built their foundry 
despite difficulties 
Figs. 2-3 Modern laboratory 
aids process control 
Fig. 4 Stack molding saves 
floor space, boosts output 
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THE FOUNDRY 


IRONTON 


Foundry Representatives 


The Ironton Fire Brick Co. 
Ironton, Ohio 
The Ironton Fire Brick Co. 
Box 4728, Jacksonville 1, Fla. 
Beeman Sales & Engr. Co. 
641 Buhl Bidg., Detroit 26, Mich. 
Earl A. Swenson 
Box 651, Columbus 16, Ohio 
Firegan Sales Co. 
141 W. Jackson Bivd., Chicago 4, Ill. 
Henry M. Witmyer 
1311 Proctor St., Baltimore Md. 
Pa. Foundry Supply & Sand Co. 
Ashland & East Lewis Sts. 
Philadelphia 24, Pa. 
M. D. Lucas 
2116 Keith Bidg., Cleveland 15, Ohio 
Frederic B. Stevens, Inc. 

93 Stone Street, Buffalo 12, N. Y. 
Carl F. Miller Co., Inc. 
1217 Sixth Ave. So. 

Seattle 4, Washington 
Klein-Farris Co., Inc. 

683 Atlantic Ave., Boston 11, Mass. 
Interstate Supply & Equip. Co. 
647 W. Virginia St. 
Milwaukee 4, Wisc. 
Robbins and Bohr 


535 Chattanooga Bank Bldg. 
Chattanooga 2, Tenn. 
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TSE cee seick comPANY 





The Ironton Fire Brick Company extends a 
cordial invitation to its many friends in the foundry 


industry to visit its plant and fire clay mines. 


Here at Ironton you will see a clean, modern, 
thoroughly integrated refractories manufacturing 
plant. You will see the production of machine made 
cupola blocks—you will see the blending of “Ironton 
Berlite”’, “Ironton Caro-Line” and “Ironton No- 
joint”. Then an interesting 60 mile motor trip will 
take you to our fire clay mines at Bradmyer, Carter 
County, Kentucky—right in the heart of the famous 
Olive Hill District. 

After viewing these properties, you will under- 
stand why “Ironton” is and will continue to be a de- 


pendable source of foundry refractories for many 


years to come. 












™ PBDITUDAY 


IRONTON, OHIO 








(Concluded from page 262) 
Brooks erected a building, using field 
stone collected from _ neighboring 
farmers and cement bought with his 
wife’s small salary. Total cost of 
material for the 80 x 80-ft building 
was $90. Considerable ingenuity en- 
tered into the equipping of the plant. 
Much of the equipment was derived 
from parts salvaged from local scrap 
yards. Shell of the first cupola con- 
sisted of oil drums. 

In the early days the Brooks found: 
ry was strictly a family affair. Ralph 
Brooks was the boss, his father and 
wife his only helpers. His father 
charged the cupola, his wife operated 
the chain fall and made the cores, and 
Ralph tapped the furnace and poured 
the molds. After producing a few 
plowshares, Ralph would go out and 
sell them to local farmers. 

Conditions were discouraging, but 
the family managed to eke out a liv- 
ing. In 1938, prospects were just 
beginning to look brighter when the 
first of two disasters hit the strug- 
gling company; a windstorm tore off 
the roof of the building. The second 
blow fell in 1944 when fire destroyed 
the entire building, including a large 
number of customers’ patterns. Work 
was started on a new and larger 
structure, but for a time it was neces- 
sary to pour some molds in the open. 

Today the Brooks Furnace Co. still 
is a relatively small company but it 
has successfully adopted _ efficient 
operating practices. Gray iron cast- 
ings produced range from 5 to 15 lb 
in weight, and a large share of them 
are parts for space heaters and other 
types of heating equipment. At pres- 
ent the foundry employs 65 men. Two 
cupolas are operated on alternate 
days, one of 8 tons per hour capacity 
and the other a 12-ton unit. Tapped 
metal is transported over a monorail 
to the pouring floor. Minimum daily 
melt usually is 35 tons. A modern 














and well equipped laboratory is main- 
tained for physical and sand testing. 

Molding practice in the past has 
been to produce molds in snap flasks. 
Fitted with steel band located in the 
flask during ramming, the molds were 
set out on the floor, weighted, and 
poured from small hand ladles: Many 
castings still are made in this manner, 
but recently the company has devel- 
oped stack molding practice for those 
relatively shallow castings adapted 
to production by this method. An ac- 
companying illustration shows a 
group of stacked molds after pour- 
ing. This practice, in which a single 
sprue feeds the entire stack, has 
increased production per molder from 
200 to 800 castings a day, in addition 
to effecting a saving of one-third 
in floor space required to set out 
molds for pouring. A saving of 10 
per cent in hot metal requirements 
compared with conventional practice 
also is indicated. 

An efficient method is employed to 
handle finished castings. Pieces shak- 
en from the molds are cleaned in 
an airless blast unit and ground on 
double stand grinders. At the final 
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inspection station they are placed 
collapsible steel wire containers an 
stored in the shipping room. Thes 
containers, made in Albion by th 
Union Steel Products Co., are know 
as Palletainers because they ar 
equipped with feet which permit th 
load to be handled as a pallet b 
a fork lift truck. Easily stacked, the 
require a minimum of space in sto! 
age or during shipment Severa 
hundred of these containers are ke} 
in regular service by the Brook 
foundry. 

The company delivers most casting 
by its own trailer truck, into whi 
the unit loads fit snugly. At their des 
tination the containers are knocke 
down for the return trip to th 
foundry. On shipments made by con 
mon carrier, a low freight rate o 
return shipment of collapsible cor 
tainers makes the unitized handlin 
of castings economical. Time savin 
in use of lift truck handling of un 
loads, compared with former practic 
of manual loading and transfer < 
castings in bags, is said to have rs 
leased four nonproductive workers t 
productive jobs. 








Fig. 5—Cleaned and inspected cast- 
ings are stacked in these collapsible 
wire baskets. The containers are 
handled efficiently by fork truck into 
storage and for loading on trucks 
(Fig. 6) for subsequent delivery 
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Courtesy of American Wheelabrator and 
Equipment Corporation 


FREMONT 
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) FLASKS 


FREMONT 
CAST IRON 
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Built for Long Service 
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other night, “suppose the legal 

firm of Aaron, Erin, Iron, Orin 
& Charlie sent you a bill for $250 for 
professional cervices, all duly item- 
ized. What would you do or, as our 
best public speakers say, what would 
be your reaction?” 

“Well,” Bill replied, “since I do 
not owe any person $250, or for that 
matter any fraction thereof, and fur- 
thermore since I never had any hand, 
act or part in the affairs of them 
there what-do-you-call-’ems with the 
vowel names—in fact, I never even 
heard of ’em—I probably would take 
the letter down to the shop and 
throw it in the cupola. Why should 
I get a letter of that kind?” 

“Now we are getting into deep 
water. I do not know the answer to 
your very interesting quection. I do 
not owe any person $250 or any frac- 
tion thereof. I never had any deal- 
ings with the vowel boys, yet the 
fact remains that when I arrived at 
this very little cot one night recently, 
all worn out with the toils of the 
day, my first helper pointed to the 
letter and hinted delicately that che 
would not leave the room if I felt 
inclined to take her into my confi- 
dence to the extent of reading the 
letter aloud, or of letting her have 
at least one good look at the con- 
tents. I could think of no very good 
reason for denying her this small 
pleasure. After I assured her, cross 


~ UPPOSE,” I said to Bill the 


my heart and so forth, that the 





Adventures of BILL 





letter mu:t have been intended for 
some other person bearing the same 
name, but unknown to me, she sug- 
gested I cend it back to the writer 
with a courteous word of explana- 
tion. The next day, Saturday, a day 
usually and earnestly devoted to 
doing nothing, I wrote a gentle letter 
of protest. I have a copy. Want to 
hear it?” 

“I could say NO, but what’s the 
use? Co ahead.” 

“Gentlemen,” I wrote, with certain 
mental reservations, “quite cheer- 
fully, if necessary, I can place my 
one and only trusty right hand on 
the Book—o.k., then I'll kiss the 
cover—and bravely declare that up 
to the receipt of your recent letter, 
I had not the faintest inkling of 
your existence. This statement is 
not to be taken in a derogatory 
sense. Hundreds, even thoucands, of 
groups and individuals are in the 
same category. I don’t know them. 
They do not know me and this bal- 
ances nicely all around. Whether I 
ever get acquainted with some of 
them is a minor item in the day's 
work, one of these things of which 
we say: ‘I cannot think of anything 
of less importance.’ 

“While on the subject I might add 
that if I never meet a comparatively 
small number of people, groups and 
individuals, it will be too soon. With 
your kind permission, gentlemen, this 
paragraph might end appropriately 
with the ringing remark attributed 


By PAT DWYER 
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to Sir Galahad by the late A. Tenny- 
son: My strength is as the strength 
of ten, because my heart is pure.” 

“One might wish,” Bill interrupted 
mincingly, “might one not, that the 
doughty knight, or his admirer, 
friend and well wisher Alfie would 
be a little more specific. One natur- 
ally asks Ten What? Was he refer- 
ring to ten men, ten: mice or ten 
dragons? It is fairly common knowl- 
edge that in the so-called good old 
Gays these fire-and-smoke-breathing 
spawn of the devil, huge mouths 
filed with short and long teeth, 
were as common, as well known and 
as vicious and dangerous as_ the 
present hot-rod, moronic, half-baked 
hoodlums. The long scaly reptiles 
showed a special partiality for ten- 
der, juicy maidens between seventeen 
and twenty.” 

“Mr. Tennyson is not the only poet 
who trifles with the word ‘ten.’ In 
the late Mr. Kipling’s widely quoted, 
and usually misquoted Ballad of East 
and West, a marauding but other- 
wise very likable gent named Kamal 
raided a military post or garrison 
somewhere in India. He ‘lifted the 
colonel’s mare, that is the colonel’s 
pride.’ The colonel’s son promptly 
hops on a horse. ‘And a raw, red 
dun was he, with the mouth of a 
bell, and the heart of hell, and the 
head of a gallows tree.’ Translated 
into the sterling American dialect 
as depicted in the best sellers and on 

(Continued on page 268) 
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Horse followers will be interested in this illustration of how the beetles run on the plains of Inja 
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BUFFALO PATTERN WORKS —Since 1893 


DRAG PLATE 
(WITH FIVE LOOSE INSERTS) 





The rest of this large equipment includes: 1 Aluminum Cope Plate; 

24 Aluminum, steel-faced Core Boxes with 53 loose pieces; 6 sets 

of Aluminum Ram-up Core Driers in 108 pieces; 9 Aluminum, 

steel-faced Core Rubbing Fixtures; 1 Aluminum Core Assembly & OUR ESTIMATING 
Pasting Gauge; 1 Aluminum Core Setting Gauge; 1 complete set DEPARTMENT 

of Cast Iron Chills. WELCOMES YOUR 


There were over 4 Tons of Aluminum used in this Equipment. INQUIRIES... 


BUFFALO PATTERN WORKS 


@ DESIGNERS AND MANUFACTURERS OF PATTERN EQUIPMENT FOR OVER HALF A CENTURY 
830 HERTEL AVE. © BUFFALO 16, N. Y.,U.S.A. © PHONE RI. 3512 
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(Continued from page 266) 
the silver screen, that statement 
would appear as ‘Thet thay hoss 
sure wuz a bad act-ah!’ 

“The young man chased and al- 
most caught up with the horse thief. 
Took a pistol shot at him and missed 
‘Ye shoot like a _ soldier Kamal 
shouted back over his shoulder. ‘Now 
show if ye can ride.’ Yip-ee! ‘It’s 
up and over the Tongue of Jagai 
as blown dust devils go. The dun 
he fled like a stag of ten, but the 
mare like a barren doe.’ Again the 
question arises, ten what? Ten legs, 
ten miles per hour or per gallon, or 
ten nights in a barroom? Very con- 
fusing to us little fellas on the side 
lines. 

“Perhaps a little more of the 
double talk might help. ‘The dun he 
leaned against the bit and slugged 
his head above, but the red mare 
played with the snaffle bars, as a 
maiden plays with a glove.’ Now we 
skip a few lines, and then pick up 
the thread. “They have ridden the 
low moon out of the sky. Their 
hoofs drum up the dawn. The dun he 
went like a wounded bull, but the 
mare like a new roused fawn. The 
dun he fell at a water course—in a 
woeful heap fell he, and Kamal has 
turned the red mare back and pulled 





1d 





—~ 
F the rider free’.” | 
AND YOU LL SEE WHY “If I might venture a feeble pun,”’ 
USERS REPORT PRODUCTION Bill said, “the dun was done. Purry 
good, hey? You can skip the rest of 
INCREASES OF 30% T0 80% it. How did the story come out at 
r . the end?” 

“Your impatient interest is quite or 
flattering, but you can’t hurry these 
journeymen poets even when they 
get on a good bit of straight, level way 

Handy Sandy takes the shovel road.” ing 
from the molder’s hands. It “The technique is not confined to troc 
lets him devote full time to journeymen poets.” pow 
molding. It puts the sand “The point raised by the garrulous Ras 
where it is available to the gent in the blue serge and the hard ead 
molder without effort. He hat may be taken up later under the 

pulls the release and sand falls heading Good and Welfare of the all 
into the flask. He produces Order. At present we are out on the bien 
more molds per hour at a low- plains of Inja. Kamal knocked the to fi 
er cost per mold. pistol out of the young man’s hand io 4 
See the Handy Sandy in small room was there to strive wee 
operation at the Cleveland ‘Twas only by favor of mine,’ quoth tribt 
Foundry Show Booth — 1108 he, ‘Ye rode so long alive. There Pe 
or send for a copy of the New was not a rock for twenty miles, rons 
Handy Sandy Bulletin. there was not a clump of tree, but fon 
covered a man of my own men with zrap 

his rifle cocked on his knee. If I of 
had raised my bridle hand, as I have Peri: 
held it low, the little jackals that lette 
t | G | N E f °) | ry] 6 flee so fast were feasting all in a ie 
B row. If I had bowed my head on — 
C 0 M P A N Y my breast, as I have held it high, the need 
kite that whistles above us now, seek 
were gorged till she could not fly.’ ten 

“The young man came back with gr 
quite a bit of brave talk of what the ves 
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raider and his gang might expect 
after that piece of dirty work at the 
crossroads. ‘Give me my father’s 
mare,’ he said in conclusion. ‘and 
I'll fight my own way back.’ 
“Kamal, the chivalrous crook was 
so pleased with the young man’s 
attitude that he gave him the mare. 
‘So she shall go with a lifter’s dower, 
my turquoise-studded rein, my broi- 
dered saddle and saddle cloth and 
silver stirrups twain.’ The colonel’s 
son a pistol drew and held it muzzle 
end. ‘Ye have taken the one from a 
foe,’ he said, ‘will ye take the mate 
from a friend?’ ‘A gift for a gift,’ 
said Kamal straight. ‘A limb for the 
risk of a limb. Thy father has sent 
his son to me. I'll send my son to 
him!’ So he whistled his son and 
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Isn't he the lucky little man! 


gave him some fatherly advice end- 
ing up with ‘And thou must make a 
trooper tough and hack thy way to 
power. Belike they will make thee 
Rasseldar when I am hanged at 
Peshawur!’ ” 

“Now,” Bill said, “that you have 
all that rannygazoo out of your sys- 
tem, perhaps you will be good enough 
to finish reading the letter you wrote 
to the cheerful raiders who wanted 
you to contribute $250 to the con- 
tribution barrel in their office.” 

“Ah, yes. The letter. Le’s see, 
where did I leave off ?’’ Business here 
f muttering through the first para- 
graph. “Here she is, ‘I cannot think 
of anything of less importance.’ 
Period. Paragraph. ‘Your recent 
letter, a bill for $250 surprised me 
no end, as our overseas cousins say 
sometimes, and then some. A nat- 
ural if mild curiosity prompts me to 
seek a possible reason for your ac- 
tion. It may be that in address- 
ng the letter, your stenographer 
vas (a) day dreaming of the night 
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ELIMINATES ALL SHOVELING FROM FLOOR TO FLASK AND FLASK TO FLOOR 


Reddy Sandy is a new idea in Sand Conditioning. It takes the shovel, 
from the molding floor. There is no time-consuming hand shoveling 
anywhere in the complete Shake-Out cycle. Reddy Sandy automatically 
tempers, removes tramp metal and feeds sand uniformly to any conven- 
tional sand conditioner. Just dump the flasks on the grate and Reddy 
Sandy does the rest. 


See this amazing labor-saving machine in action at Booth 1108 at the 


Cleveland Foundry Show. You can’t afford to miss this exhibit. 


NEWAYGO) :ssi'':;"" 


NEWAYGO, MICHIGAN 
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DON’T REMELT DEFECTIVE CASTING 


See Operating Exhibit Booth 1529 





Defective 
Castings 
Salvaged 





PROCESS 


A proven method of efficiently 


filling ferrous 


and nonferrous 


surface defects in castings. No 
hard spot—4 times faster than 
any present method. You can 
also salvage machined castings 


that show defects. 


Ideal for 


welding aluminum to patterns. 


Small to large foundries and 
pattern shops booster. 


Wm. C. Edgar 
Oliver Building 
Pittsburgh, Po 


Mayer & Oswald, Inc 
37 W. Van Buren St 
Chicago 5, 


Shea-Brownell Co 
3903 Olive St 
St. Lovis 8, Mo 


Harry G. Movat 


544 American Life Bidg 


Birminghom, Ala. 
Henry M. Wood Co 
920 E. McM sn St 


Cincinnati, Ohio 





Leaking Pressure 
Castings Salvaged 





WITH THE 





CAST SEAL PROCESS 


Mogul Cast Seal Process will 
solve your problem by circulat- 
ing or by vacuum impregnation. 
All ferrous or nonferrous cast- 
ings can be impregnated—no 
muss or baking—casting sealed 
will stand any test. 


Photo shows M-1000 circulator 
used for testing and impregnat- 
ing pump castings. 


See Us At Booth 1529 
Lakeside Hall, Cleveland, Ohio 


REPRESENTATIVES 


Mr. W. G. Barstow 
1302 5th Ave. South 
Minneapolis 4, Minn 
Mr. Earl H. Seelbach 
Box 56, Kenmore Sta 
Buffalo 17, New York 
Gerlinger Equipment Co. 
610 W. Michigan St 
Milwaukee, Wisconsin 
Russell F. Lincoln Co 
1058 Maplecliffe Driv 
Lakewood 7, Ohio 
Carl F. Miller & Co 
1217 Sixth Ave. So 
Seattie, Washington 


McArdle Equipment Co. 
5724 Navigation Bivd 
Houston, Texas 

S. R. Vanderbeck 
731 Com'! Trust Bidg 
Philadelphia 2, Pa 

West Coast Fdry. Eqpt. Co 
3050 E. Slauson Ave 
Huntington Park, Calif 

Mr. H. D. Engelsman 
2144 Welton Street 
Denver 5, Colorado 

Mr. Alexander Haigh 
141 Milk Street 
Boston, Mass 


Charles H. Reeder Co. 
839 No. Delaware 
Tulsa, Oklahoma 

Brumley-Donaldson Co 
557 Howard St 
San Francisco 5, Calif 

George H. Zirker 
210 E. 68th St 
New York 21, N. Y 

SA. PH. BONVILLAIN 

& E. RONCERAY 
Choisy-le-Roi 
le Rue Pau! Carle 
(Seine) France 


METALLIZING CO. OF AMERICA 


3520 West Carroll Avenue 


Chicago, Hlinois 


before, what he caid, and what she 
caid, etc., and so forth ad lib, or 
(b) she selected my name from the 
thousands in the telephone directory 
by the somewhat familiar but woe- 
fully inaccurate eeny-meeny-miney- 
mo system. With all due respect, 
and minus the usual gestures, the 
following items of information are 
submitted for your deep and earnest 
consideration: I am not one of your 
clients. I never was one of your 
clients. D. V., I hope never to be 
one of your clients. I trust that is 
quite clear. Under the _ circum- 
stances, I shall thank you for an 
apology—even a little one! Trust- 
ing that this finds you in the pink 
and all that kind of thing. Yours 
very truly indeed. 

“The day after I posted the letter, 
I had a very friendly reply, a hand- 
some apology and the usual ex- 
planation that the original letter 
was all a bookkeeper’s mistake.” 

“So, all’s well that ends well. Since 
one good turn deserves another, per- 
haps you will be good enough to 
listen while I read you a bit of my 
correspondence. <A certain citizen, 
whom we may as well call John Doe, 
because that is not his name, wrote 
me that he was looking for a com- 
prehensive guide toward the manu- 
facture of cast bronze tablets. I 
wrote him that so far as I knew no 
book has been published on the sub- 
ject. On many articles 
have been presented in THE FOUNDRY 
and in other technical publications 
The technique of producing small 
plaques, practically is similar to that 
employed in the gray stove 
plate industry with which you ars 
familiar. Technique 
the production of large 
braces many special features, and is 
altogether beyond the capacity of 
the ordinary molder. The work can 
be entrusted only to men skilled in 
the art through many years of ex- 
perience. 

Where only one casting is required 
the pattern may be wood with braces 
at the back. 
braces in the cope are packed with 
cand and slicked over after the cops 
is lifted off the drag. Metal pat- 
terns are employed where a number 


occasions 


iron 


employed in 
plates em- 


Impressions of the 


of duplicate orders are to be filled 
Where the design includes ornamen 
tal features in addition to the letters 
the original model is fabricated in 
clay. An obverse mold is made il 
placter from the clay model, and 
then a plaster pattern is cast in thé 
No. 00 Albany molding sand 
generally is employed for molding 
ornamental castings. Other 

(Concluded on page 272) 


mold. 


sands 
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Schramm Model 60 
Self-Propelled Crawler 
Replaced 2-man Crane Scoop on this job... scooping sand 
into windrows to enable Sand Cutter to come along and 
cut the sand. That’s not all... 


The Compressor part of this combination is used on down 
days for plant maintenance, paint spraying, etc. Also for 


€ emergencies for operating Chipping Hammers in case of 
a plant breakdowns. 
n 


2 All combined into a self-propelled unit that can easily 
be maneuvered around in limited floor space and other 





d equipment. 

L€ —EE 

h 

ye Visit Exhibit Booth 1428 at the Foundry Show where a Schramm 
J Industrial Compressor will be furnishing air to other exhibitors. 
er 

d Industrial Compressors available in sizes from 3 h.p. to 100 h.p. 
n 

in 

in 

nd 
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Thrifty 


FOR ALL 
FOUNDRY 
SCREENING 
COMBS VandV5 ( f 
GYRATORY RIDDLES ‘‘/ 
SIFT - MIX - FLUFF - AERATE 
Do the work of 10 to 












* 


30 MEN 


For screening Moulding and Core Sands, 
Medium Fine, Coarse and Sticky Materials, 
Type “V” with 20” sieve can do the work of 
10 men—Type “V5” with 36” sieve, the work 
of 30—and all at a power cost of less than 
Tc an hour! 


Type “V" Complete $225.00 
Type "V5" Complete $400.00 


Cleaner, faster riddling, with a sav- 
ing of up to 97% on labor costs is 
yours with a Combs Gyratory Riddle. 
Sturdy, simple to operate. 

Features: 

Quick removable steel-rim sieves . 
fractional horsepower motor . . . Total- 
ly enclosed ball bearing action 
prompt delivery from your Foundry 
Supply House. 


7 - | 





GREAT WESTERN MANUFACTURING CO. 


IRTH, KA NSAS, 








(Concluded from page 270) 
may be employed if they possess the 
necessary refractoriness and finenes 
of grain. The finished mold face i 
sprayed with molasses water, ¢ 
other water-soluble binder. Th 
sprayed surface then is skin dried i 
any convenient manner—by charco: 
fire, oil or gas open flame or torch 

In some places large tablets ar 
cast in a vertical position. Obvious]: 
a rigid, dry sand mold in a stron 
iron or steel. flask is required t 
prevent the casting from strainin 
The principal advantage of tl 
method is that it insures even ar 
proper distribution of the metal in 
thin plate and over a large surfac 
Many foundrymen cast all tablet 
in a horizontal position. When tt} 
area is not too great, the castin 
may be gated along both sides, ar 
in some instances also across tl 
ends. A preferred method is to pr 
vide a number of small wedge gates 
on the back face of the casting. TI 
gates are connected to long hor 
zontal runners. The runners in tur 
receive metal from one or two up 
right sprues. 

Metal composition for tablets vai 
ies to some extent depending on the 
color required and to some extent o1 
the style of finish. The three follow 
ing mixtures are used extensively 
1—Copper 90 per cent, zinc 7.5 per 
cent, tin 2.5 per cent. 2—-Copper 88 
per cent, zinc 3.5 per cent, tin 6 per 
cent, lead 2.5 per cent. 3—Copper 
79 per cent, zinc 20 per cent, tin 1.00 
per cent. Among the various ar 
ticles on tablet manufacturing pr: 
sented in THE FOUNDRY, two con 
cerning the use of plaster for found 
ry patterns dealt with tablets and 
appeared in the September and Ox 
tober, 1934 issues. A chapter in the 
book Gates and Risers for Castings 
published by the Penton Publishing 
Co., Cleveland, is devoted to pattern 
and foundry methods for molding 
and casting bronze tablets. 


Book Review 


Best’s Safety Directory for 1950 
1951, cloth, 511 pages, 8% x 11 in 
published by Alfred M. Best Co., 75 
Fulton St., New York 7. Price $5 

Covering the field of safety, fire 
protection and control, hygiene, first 
aid and sanitation, this illustrated 
directory shows what safety products 
or devices to use for specific hazards 
how to use them and where to get 
them. Its indexing and _ subject 
grouping system facilitates locatiol 
of safety products even when tie 
user is not certain of the type 
name of the product needed. 
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Molding Sand: 


(Continued from page 145) 


gular shape, while still others, classed 
as sub-angular, are particles whose 
corners have been only partially 
worn off. In most sands, the larger 
grains are usually better rounded 
than the small ones, the degree of 
roundness growing less as the grain 
size diminishes. Even in the Ottawa 
sands, the best-known example of 
American round-grain sands, the fin- 
est grains show a tendency toward 
the sub-angular shape. When even 
the larger grains are classed as sub- 
angular, the finer ones will usually 
be angular and show little if any 
signs of rounding. In some cases, 
the grains of nearly all the sizes con- 
sist of mixtures of the several shapes. 

Steel foundry sands should consist 
of grains each of which is a single 
particle of quartz. Some sands con- 
tain many grains made up of two or 
more quartz particles, cemented to- 
gether by silica, iron oxide or calcite. 
The bond between the particles is 
strong enough to hold them together 
in ordinary handling, but when heat- 
ed in the mold the grains break apart. 
This is very undesirable, since it 
greatly changes the grain distribu- 
tion of the sand when re-used, and 
the average size of the grains is im- 
portant in compounding sand mix- 
tures. 


Grain Size Varies 


The grain size, particularly the 
proportions of particles of the several 
grain sizes, varies widely in sand 
from different sources. When sort- 
ed into grain sizes by a set of sieves, 
some sands are found to contain 
nearly equal proportions of all sizes, 
from the coarsest to the finest. Sands 
from other sources may be composed 
to a large extent of grains of nearly 
equal size, the proportion of the finer 
and of the coarser particles being 
quite low. 

In determining grain size in accord- 
ance with the standard AFS methods, 
it is necessary first to separate the 
sand from whatever clay is present. 
To do this, a sample of the sand is 
stirred for 5 minutes in a definite 
amount of water containing a small 
proportion of sodium hydroxide. The 
sample is then transferred to a glass 
jar and water added to a depth of 6 
in. The sand is stirred up, then al- 
owed to settle for 10 minutes, and 
the water siphoned off until only 1 
n. remains. Water is again added 
to a depth of 6 in., the sand stirred 
up and allowed to settle for a second 
period of 10 minutes, and the water 
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CENTRI-MERGE is 
COMPLETELY auto- 
matic in every phase of 
operation, COLLECTS 
dust and fumes as soon 
as they occur, CLEANS 
by high pressure water 
action, DISPOSES by 
mechanical conveyor. 
Dust and fumes are 
forced back on a stream 
of air to collection unit, 
washed and scrubbed 
from the air into tank 
below, permanently 
trapped under water for 


quick disposal as sludge. 
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CENTRI-MERGE greatly reduces heating cost 


by re-circulating cleaned air in many cases, 
occupies a minimum of valuable floor space, is 
easily installed. 
CENTRI-MERGE gives non-fluctuating clean- 
ing efficiency every minute of the day, collects 
and disposes of dust and fumes immediately. 
CENTRI-MERGE operates at constant efficien- 
cy during many years of trouble-free service. 
CENTRI-MERGE eliminates health or fire 
hazard in dust control by its automatic removal 
as sludge. 
CENTRI-MERGE is always dependable, never 
requires a shutdown during working hours for 
cleaning or routine maintenance. 
CENTRI-MERGE is engineered for minimum 
maintenance expense, is a compact, self- 
contained unit, constructed for flexibility of 
arrangement to suit plant requirements. 

Consult Schmieg Engineers Today 










ZU SERIES INC. 
4 Manufacturers 


HAUSFELD 
FURNACES 


FOR ALL-OUT propuction 
IN NON-FERROUS FOUNDRIES 


Provide the . 
Utmost in Speed 
Production 
and Safety 


* 


FURNACES FOR 
BRASS «© ALUMINUM * MAGNESIUM 
AND ALL OTHER 
NON-FERROUS ALLOYS 


The Campbell - Hausfeld Co. 


300-320 MOORE ST. HARRISON, OHIO 








siphoned to 1-in. depth. This filling 
settling and siphoning again is re- 
peated, with the settling periods re- 
duced to 5 minutes, until the water 
is clear to a depth of 5 in. below the 
surface after a 5-minute settling. In 
this way all material that will not 
settle at a rate of 1 in. per minute is 
removed. This material, defined as 
AFS clay, includes grains of 20 mi- 
crons (0.0008-in.) or less in diameter 
and actually consists in part of true 
‘lay and in part of fine particles of 
Silica sand or silt. 


The remaining sand is dried and 
weighed, and the percentage of AFS 
clay is ascertained and _ recorded 
Grain size distribution of the washed 
sand then is determined by screen- 
ing the sample under standard con 
ditions through a nest of sieves of 
U. S. Series Equivalent Numbers 6 
2, 20, 30, 40, 50, 70, 100, 140, 200 and 
270. The amount of sand remaining 
on each sieve, and the amount that 
passes through the finest sieve and 
is caught on the “‘pan”’ 
and the proportions of the original 


, is determined 
unwashed sample remaining on each 
sieve is calculated. The results of a 
determination of AFS clay and grain 
distribution of a typical natural-bond- 
ed sand are shown in the first thre 
columns of Table I. 


Set Sand Standards 


When the AFS standards were set 
up, @ procedure for ca!culating what 
is known as the AFS Grain Fineness 
Number of a sand was established 
This figure is determined only on 
the portion of the sample remaining 
after separation of the clay. It is 
obtained by multiplying the percent- 
ages of the sand remaining on each 
screen and on the pan, by the multi- 
pliers shown in the fourth column of 
the table, adding the products to- 
gether, and dividing this sum by the 
per cent of sand grain in the sample 
The figure thus obtained is approxi 
mately the number of meshes per inch 
of a sieve that would just pass ths 
entire sample if its grains were of 
uniform size; that is, it is the average 
of the sizes of grains in the sample 
It is also approximately proportion 
al to the surface area per unit weight 
of a sand, exclusive of the clay Ir 
the example used for the table, thé 
AFS grain fineness number is found 
to be 64. 

Sands may be ordered according t« 
clay content and AFS grain fineness 
number. However, the present ten 
dency in purchasing steel foundry 
sands is to disregard the grain fine 
ness number, and to _ specify thé 
amount of clay and a certain grail 
distribution, that is, the maximum 

(Continued on page 276) 
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16” BAND SAW 
ONLY *285~ 


DoALL BUTT WELDER 


MODEL DBW-10 


Is ONLY 96952 


j This combination can’t 
be beat for quality and 
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“There is hardly anything in the world that 
some men cannot make a little worse and sell 
a little cheaper, and the people who con- 
sider price only are this man’s lawful prey’ — 


JOHN RUSKIN 
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FOR SUPERIOR RESULTS AND 
REAL ECONOMY, USE THESE 
20th CENTURY QUALITY 
ABRASIVES. 
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(Continued from page 274) 
percentages to be found on each of 
certain screen sizes. Usually the 
grain percentages are plotted against 
sieve numbers on graph paper, and 
it is specified that the sand supplied 
shall conform to the grain distribu- 
tion shown by the graph. 

Such a graph for the sand whose 
screen analysis is given in Table I is 
shown in Fig. 2. In this sand it 
will be noted that a high proportion 
of the grains, 58.6 per cent, is found 
on the 50, 70 and 100 mesh screens 
In contrast, Table II and Fig. 3 show 
the screen analysis and graph of a 
naturally bonded sand in which only 
48.5 per cent of the grains is found 
on three adjacent screens. In the 
same table and in Figs. 4 and 5 are 
shown screen analyses and graphs of 
a crude silica sand of which 70.6 per 
cent of the grains is found on the 
30, 40 and 50 mesh screens, and of a 
washed and dried sand, 88 per cent of 
which is caught on the 70, 100 and 
140 mesh screens, and over 40 per 
cent on the 100 mesh. 


Round Grains Pack Closer 


Other things being equal, round 
grain sands pack together more 
tightly than angular grain ones, so 
that with a given amount of ram- 
ming, the spaces between the grains 
are smaller and the permeability cor- 
respondingly lower in round grain 
than in angular grain sands. Tests 
also show that, for any given type of 
grain shape, the green and dry per- 
meability decrease steadily as the 
grain size diminishes. Of even great- 
er importance than actual grain size, 
however, is uniformity of grain size 

When the majority of grains in a 
sand are of nearly the same size, so 
that a large proportion of the sample 
is found on three adjacent screens, 
the permeability is considerably high- 
er than when nearly equal propor- 
tions of the sand are caught on a 
number of screens. This is to be ex- 
pected, because in a sand of nonuni- 
form grain size, the smaller particles 
fill the interstices between the larger 
ones and thus reduce the permeabil- 
ity. For a given AFS grain fineness 
number, therefore, the greater the 
uniformity of grain size, the higher 
the permeability. It has also been 
found that round grain sands in gen- 
eral have a higher flowability than 
angular grain ones. This is due to 
the smaller number of points of con- 
tact between round grain sands and 
the resulting lower frictional resist 
ance. 

In mixing synthetic sands, a cer 
tain period is required to spread the 
binding materials over the surfaces 

(Continued on page 278) 
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(Continued from page 276) 

of the sand grains. Up to a certain 
point, therefore, the strength of a 
synthetic sand mixture increases, the 
longer it is mulled. The greater the 
number of rams used to compact the 
test piece, the higher the strength, 
both green and dry, and the lower 
the permeability. 

Binders are more readily and 
quickly distributed over the surfaces 
of round grains than over angular 
ones, and as there is more contact 
surface between the grains, _ the 
strength of mixtures of round grain 
sands and binders tends to be higher 
An obvious corolary from this is 
that to secure a given strength, sands 
containing large proportions of an- 
gular grains should be mulled longer 
to obtain better distribution of the 
binders, and should be rammed hard- 
er. Briggs? even states that sub- 
angular grain sands are preferable to 
round grain ones, because they can 
be rammed harder, and thus they cut 
and scab less. To the present 
author’s way of thinking, the latter 
conclusion is something of a non- 
sequitur. 

For a given amount of binder 
sands of nonuniform grain size hav: 
somewhat higher compressiv«¢ 
strength than those in which the ma- 
jority of the grains are of a few 
screen sizes. This is because in the 
nonuniform sands there are mort 
points of contact between the grains 

Chemical Composition and Refrac- 
toriness— The chemical composition 
of steel molding sands, aside from 
that of the clay portion, is usually 
specified as at least 98 per cent SiO 
and grain portion of many sands will 
contain close to 99 per cent silica 
As a rule, the greater part of the im 
purities which reduce the refractori 
ness of the sand, such as Fe,O 
CaO, MgO, alkalies, etc., are found 
in the clay portion. 

The grains of comparatively pur 
Silica in steel foundry sands theoret- 
ically have a melting point of 3142 
F. Silica, however, softens at much 
lower temperatures, beginning at 
about 2550° F. This softening point 
varies considerably with the grail 
size, the finest particles softening at 
lower temperatures than the coarse! 
ones. Moreover, when actually melt 
ed, pure silica is not freely fluid, bs 
ing nearly as viscous at tempera 
tures just above the melting point a 
when still solid. 

As already stated, clays are hy 
drous silicates of aluminum, purée 
kaolin having this composition: 46.5 
per cent SiO,, 39.5 per cent Al.O,, 14 
per cent water. When calcined to 
drive off the water of crystallization 

(Continued on page 280) 
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(Continued from page 278) 

the composition is: 54.1 per cent 
SiO,, 45.9 per cent Al,O,, which has a 
melting point of about 3260° F. Clays, 
however, vary widely in composition, 
some siliceous fire clays after calcin- 
ing containing as little as 21 per 
cent Al,O,, and melt at about 3200° F. 

Since molding sands used in the 
foundry are mixtures of sand and 
clay, which readily combine to form 
new compounds when heated to the 
temperature of liquid steel, it is the 
melting points of these compounds, 
rather than those of silica and of 
clay, that govern the behavior of sand 
mixtures in service. The theoretical 
melting points of compounds of A1l,O, 
and SiO, are shown in Fig. 6. From 
this it will be noted that a material 
containing 5.5 per cent ALO, and 
94.5 per cent SiO, melts at 2820° F, 
and that this material has the low- 
est melting point of any of the com- 
pounds of SiO, and Al,O,. If 88 Ib 
of pure silica sand be mixed with 12 
Ib of calcined kaolin containing 45.9 
per cent Al,O,, the mixture will con- 
tain 5.5 per cent Al,O,, and will have 
this melting point. Therefore, as 
Hansen‘* pointed out in 1926, mold- 
ing sands containing from 12 to per- 
haps 15 or 16 per cent clay have a 
melting point only 100° F above that 
of 0.30 per cent carbon steel, which 
freezes at 2721° F, and may be 
poured at temperatures up to 3050 or 
even 3100° F. 


Compound Is Liquid 


The diagram shows also that in any 
alumina-silica mixture containing 
from 5.5 to 71.8 per cent AI,O,, some 
of the 5.5 per cent Al,O,-94.5 per cent 
SiO, compound will be present in the 
liquid state at all temperatures be- 
tween 2820° F and that represented 
by the heavy curved line. Above 5.5 
per cent ALO,, the amount of this 
material will be less the higher the 
content of Al,O,, the balance of the 
mixture consisting of the compound 
3Al1,0, « 2SiO,, known as_ mullite 
Therefore, in any molding sand mix- 
ture containing over 12 per cent clay 
which is exposed to the temperature 
of liquid steel long enough to be heat- 
ed above 2820° F, there will be at 
least a small amount of liquid mate- 
rial. Below 5.5 per cent Al,O,, sim- 
ilar conditions exist, except that the 
solid material mixed with the liquid 
5 per cent Al,O. = 94.5 per cent SiO 
compound is pure silica. 

Moreover, most clays contain at 
least small amounts of CaO, MgO 
and the alkalies, soda and potash 
which serve to lower their melting 
points and those of their combina- 
tions with silica, below the tempera- 

(Continued on page 282) 
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(Continued from page 280) 
tures shown in this diagram. It is 
evident, therefore, that the sand mix- 
tures commonly used in steel found- 
ry work must be expected to soften 
and sinter to a considerable extent 
when brought in contact with any 
but very light bodies of liquid steel. 

Actual melting point determina- 
tions of foundry sand mixtures are 
of no practcial value to the foundry- 
man and are seldom if ever made. 
The cone tests used in the refrac- 
tory industry to find the softening 
point of clays are also unsuitable for 
application to molding sand investi- 
gations. Instead, the sintering point, 
that is the temperature at which the 
sand begins to soften, is ascertained 
by a standard AFS test. The ap- 


paratus for making this determina- 
SHOPPING FOR BLOWERS? tion is arranged so as to press a 
e narrow thin platinum ribbon against 


ai . . : i" the regular 2 x 2-in. AFS strength 
Look at R-C dual-ability with its wide selection test specimen under a definite pres- 


+ . sure, for a fixed time. The platinum 
to suit almost any job ribbon is heated by passing an elec- 


Asking Roots-Connersville about blowers, exhausters and gas tric current through it, and its tem- 
perature is measured by means of an 
optical pyrometer. 














pumps has been standard practice among buvers for almost a 


century. That’s because building such equipment is the only job 

: ‘ _ , . , Has Two Sintering Points 
we do. We're outstanding specialists in handling gas and air. ad 
At present, two definite sintering 


You'll gain from our wide varieties of sizes, types and capacities ;' 
points, termed A and B, are recog- 


from 5 cfm to 100,000 cfm. We're the only manufacturers offering nized. The A point is the tempera- 
you the dual-choice between Centrifugal and Rotary Positive ture at which enough sand adheres 


to the ribbon to bend it into a V- 


designs—and that dual-ability is important when it comes to bases 
. shape when it is lifted from the test 


matching the units to the jobs to be done. specimen. The B point corresponds 
So—when shopping, be sure to call on Roots-Connersville, the to the temperature at which the 


smallest grains of sand show signs of 
fusion, when examined at a magni- 
inert gas generators, we're equally well fitted to fill these needs, too, fication of 20 to 25 diameters. One 
-™ of the ways to locate this point is 

ROOTS-CONNERSVILLE BLOWER CORPORATION by scraping the adhering sand from 
505 Madison Avenue, Connersville, Indiana the ribbon with a mechanical scraper 

pressed against it under a definite 

Rotary Positive Blower, load. The B point is defined as the 
capacity 2,700 cfm in lowest temperature that will caus« 
midwestern rowers ED enough sand to adhere to the ribbon 
foundry. to require 50 passes of the mechan- 


ical scraper for its removal. 


specialists. When you're interested in vacuum pumps, meters or 


The degree to which the sand will 
adhere to the casting and the extent 
of what is called “penetration” of 
the sand by the steel, cannot be defi- 
nitely predicted from the results of 
the sintering point test, nor from 
any of the properties determined by 
other high-temperature tests. Only 
in a general way do these deter- 0 
minations indicate how given sand 
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mixtures will act when steel at high- 

er or lower temperatures is poured a 
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various thicknesses. = 

Sand adherence varies all the way of 

from a condition in which the sand e) 
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sand clings so tenaciously to the 
metal that nothing but chipping will 
take it off. In the latter case, the 


steel and the sand are intermingled | 


by the penetration of the metal into 
the openings between the _ sand 
grains. Penetration of this type, 
moreover, may be confined to a com- 
paratively thin layer of sand, or may 
extend to a depth of several inches, 
the sand to that depth being cement- 
ed together by the steel that has 
seeped into it, and at the same time 
being firmly attached to the casting. 
This condition is found particularly in 
small cores used to form holes in 
thick sections of metal, and at the 
intersections of two or more heavy 
sections where a comparatively small 
body of sand is partially surrounded 
by heavy masses of steel. 


Carry On Experiments 


Since the sintering point test was 


developed, much experimental work | 


has been carried out in an effort to 
find a correlation between the sinter- 


ing point and the degree of burning | 


on or penetration of the sand in the 
manufacture of castings. In these 


investigations, the B point has been | 
found to be a better index of sand | 


behavior than the A point. For steel 
sands, the former runs from 2600 to 
2750° F; the latter from 2450 to 
2650° F. The temperature naturally 


varies with the amount of clay pres- | 


ent, and with the fineness of the sand 
grains. 

As a result of his studies of sand 
adherence, Caine® reports that if the 
majority of the fine grains of the 
sand, but not the larger ones, are 
fused to a depth of about 1/64-in., 
the sand will separate readily from 
the casting. Fusion of the larger 
grains produces voids large enough 
to permit the steel to penetrate into 
the sand, and the adherence is con- 
siderable. A still further degree of 
fusion increases the penetration to 
the point where the sand adheres 
tightly to the steel. Caine holds that 
if penetration is less than 0.005-in., 
the sand will peel freely, leaving a 
smooth surface on the casting; if 
penetration is from 0.005 to 0.015- 
in., the sand will peel well, but the 
casting surface is rougher. 

With penetration of from 0.015 to 
0.025-in., the adhering sand can be 
removed by sand blasting and scal- 
ing (i.e. separation of the sand in the 
scale produced by annealing); with 
over 0.025-in. penetration the sand 
must be ground off, and if the depth 
of penetration exceeds 0.035-in. the 
expense of removing the sand will 
generally be so great that it is ad- 
visable to scrap the casting and 
make a new one. The tests on which 
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these generalizations are based were 
made on 500-lb castings, poured at 
successively higher temperatures in 
an effort to vary but one condition 
at a time, and the results are no 
doubt valid for the particular cir- 
cumstances involved. 


On fairly long castings of mod- 
erately heavy section, however, it is 
sometimes found that the sand has 
been penetrated to a _ considerably 
greater depth than the 0.035-in. men- 
tioned previously, and yet will sep- 
arate from the casting over a large 
part of the surface, being attached 


firmly enough to require chipping or 
grinding only at certain spots. Else- 
where, as mentioned by Briggs®, the 
sand can be pried away from the 
steel with a bar or chisel. This type 
of penetration appears to be due to 
the formation of fine cracks in the 
wash used on the mold, through 
which the steel seeps, filling the voids 
in the more open layer of sand back 
of the immediate surface. At that 
point, perhaps, partial fusion of the 
sand, as mentioned by Caine, has oc- 
curred, so that the steel is able to 
enter the voids thus formed. The 
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fine stringers of steel filling the 
cracks in the actual sand surface are 
readily broken to permit the cake 
of mingled steel and sand to be pried 
off the casting. 

Indeed, the extent to which deep 
penetration is associated with the 
formation of cracks in the sand, into 
which the steel] penetrates to form 
paper-thin sheets of amazingly large 
dimensions, is one of the little-under- 
stood phenomena of steel casting 
manufacture. This condition is par- 
ticularly noticeable when bodies of 
sand are partially or completely sur- 
rounded by heavy masses of metal 
Apparently high pressure is also a 
factor that has a considerable effect 
in producing penetration of this type 


Becomes Sand-Steel Mixture 


Under particularly severe condi- 
tions a core will sometimes be criss- 
crossed with paper-thin interlacing 
sheets of steel, between which the 
body of the sand has been converted 
into a sand-steel mixture, which upon 
analysis is generally found to con- 
sist of roughly 50 per cent sand, 50 
per cent steel. It cannot be burned 
out with the oxy-acetylene cutting 
torch, nor drilled with machine tools, 
and only long-continued heavy work 
with air hammer and chisel, or the 
use of the carbon-electric are will re- 
move it. The arc, too, is none too 
satisfactory, since it must be used 
with care to avoid cracking the metal 
where the heat is applied. 

Veining in the manner described 
previously, which so often accom- 
panies penetration of the steel into 
the mold sand, and which in some 
cases at least may be the underly- 
ing cause of the penetration, appears 
to occur more frequently in sands 
from certain areas than in almost 
identical sands from other parts of 
the country. The author has known 
cases where castings of the same de- 
sign and size were being made in two 
foundries in different districts, using 
similar binding agents in the facing 
sands, but obtaining their sands from 
different sources. The shape of the 
grains in the two types of sand and 
the grain distribution were similar, 
and the chemical compositions of both 
sands were satisfactory, yet in on 
of the plants, though there was som¢ 
sand penetration and burning on a 
certain critical spot where the sand 
was exposed to the most severe con- 
ditions, veining was almost entirely) 
absent. In the other plant, the sand 
at the same places on the casting 
was often badly penetrated and the 
veining was very pronounced 

Just why mixtures made from thé 
two sands, presumably rammed in 

(Concluded on page 286) 
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(Concluded from paye 284) 
much the same manner and to sim- 
ilar mold hardness, should vary in 
this way is hard to explain. As the 
veins are continuous flat sheets of 
metal that has forced its way into 
the mold or core, it is obvious that 
veining occurs by the cracking of the 
sand. The veins are so thin that 
they must have been formed when 
the sand was at a high temperature; 
steel could hardly enter so narrow 
an opening when the sand was cool, 
because it would be promptly chilled 
and would cease to flow. The veins 


SAVE 
TIME 


You can cut down the time 
for loading, unloading and 
moving hard to handle ma- 
terials ...and make a direct 
saving of hand labor. What- 
ever your job, STEARNS Lift- 
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LIFTING MAGNETS 


STEARNS Lifting Magnets are being successfully and 
profitably used in handling scrap iron, steel plates, 
coils, bundles, strip steel, rails, slabs, billets, pig iron, 
castings, borings, turnings as well as finished prod- 
ucts. The problem of loading or unloading . . . or 
moving large quantities of material quickly at a low 


are much thinner than even the 
smallest sections of very light cast- 
ings, poured from exceedingly hot 
steel. 

Some light is shed on the tendency 
of sand mixtures to crack when sud- 
denly heated by the high-tempera- 
ture shock test, but as far as the 
author knows only the effect of dif- 
ferent binders is definitely known, 
and not that of variations in the 
sands from different districts. It is 
partly at least because of the ten- 
dency of the silica sands in certain 
parts of the country to thus crack 
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ing of material. 
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and form veins in the cores and in 
re-entrant angles in the molds, that 
a proprietary material is so popular 
in some districts, and used to but a 
limited extent in others. This mate- 
rial consists largely or wholly of 
oxide of iron, and the same sub- 
stance is furnished under various 
trade names by different concerns 
The exact function of the iron oxide 
is not thoroughly understood, but its 
effect is said to be a pronounced 
diminuation of the tendency to form 
veins. 
(To be continued next month) 
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ASTM Plans Testing 
Symposium 


To acquaint engineers and manage- 
ment with advantages and uses of 
nondestructive testing, the American 
Society for Testing Materials will 
hold a symposium June 27, during 
the annual convention at Atlantic 
City. Speakers will include R. C 
McMaster, Battelle Memorial Insti- 
tute; Kent R. Van Horn, Aluminum 
Co. of America; J. Juppenlatz, Leb- 
anon Steel Foundry; W. L. Schwinn 
Babcock & Wilcox Co.; C, D. Moriar- 
ty, General Electric Co.; and L. W 
Ball, U. S. Naval Ordnance Labora- 
tory. 

The one-day conference, sponsored 
by Committee E-7 on Nondestructive 
Testing, will stress the role of non- 
destructive testing in the economics 
of production. Testing methods will 
include radiography, ultrasonics, mag- 
netic particle and liquid penetrant in- 
spection, and magnetic analysis 

Six papers will be presented in two 
sessions, Basic principles underly- 
ing important nondestructive test 
methods, and typical discontinuities 
revealed by them, will be covered in 
the first two papers. Use of non- 
destructive testing for castings in- 
spection, weldments inspection 
wrought products inspection and for 
special problems will be dealt witl 
in the remaining papers. 


Change of Address 


National Foundry Association 
formerly of 120 South LaSalle St., 
Chicago 3, has moved to Suite 705 
Monadnock Bldg., 53 West Jackson 
Blvd., Chicago 4. The telephone num- 
ber is Harrison 7-6866. 
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9-square-foot steel platform takes 
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50-inch steel blade makes Prime Mover 


an efficient snow plow 


FEATURES: 


@ gear driven. .. no belts 
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@ fully enclosed engine 
protected against dirt 
and moisture 

@ clutch, engine, transmission 
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@ switch from bucket to plat- 
form without tools ... in 
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@ turns in its own length 
(632); width 31%” 

@ 3-gallon tankful of fuel gives 
8 hours continuous service 
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---here’s what foundries say about 
this versatile, cost-cutting machine 


Rochester, N. Y.— “We save from 8 to 24 man-days each week with 
a Prime Mover. It hauls sand 500-600 feet from outside storage bins 
to inside bins, then to bench and floor moulding operations. Also use 
bucket to haul silicon and fire clay. Platform-equipped Prime Mover 
is used to move pig iron to inside storage room near charging elevator.” 
Detroit, Mich.— “Prime Mover takes brass borings from box car to 
storage > pit via seales. Then to foundry for casting. We carry 1150- 
pound loads, which is twice as much as can be carried by whee lbarrow 
operated by two men.” 


Charleston, W. Va. 


extra load carried by the Prime Mover and the machine’s ability to 


“This is a small foundry and, because of the 


work in narrow aisles, the operator of the Prime Mover saves enough 
time in the distribution of sand so that he can also operate the muller.” 


Linfield, Pa. 


sand, to remove cupola residue, to distribute concrete from ready-mix 





“Prime Mover used to distribute core and moulding 


truck for periodic pouring on sections of floor. Estimated savings of 
2 to 4 man-days daily with one machine.” 


re 





@ Convincing as these statements are, to see a demonstration and evaluate 
they still do not do full justice to this this machine yourself, we'll gladly 
remarkable machine. Only an on-the- arrange one through a member of our 


job demonstration can prove to you nationwide sales and service organiza- 
what the Prime Mover can mean in tion. For more information, sign this 


your own foundry. If you would like coupon and attach to your letterhead. 


ITHE PRIME-MOVER CO., Muscatine, lowa 
SEND 
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NOW 


Please send me facts on the Bell Prime Mover. Who is the nearest distributor? 
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TIN BRONZE 
CASTINGS 


(Continued from page 127) 


same as that of the liquid-to-solid 
shrinkage of all the metal, and the 
cavity would have much the shape 
shown in Fig. 2C. If there were no 
excessive dendritic growth, the shrink- 
age cavity should be rather smoothly 
conical or top-shaped, and the sur- 
rounding metal should be completely 
solid. 

The above sequence of solidification 


is based upon three assumptions 
which probably never occur: First, 
that the chilled envelope is completely 
impervious; second, that the solidified 
metal has unlimited strength, and 
third, that there is no _ dendritic 
growth. That these assumptions are 
not true will be perfectly evident. 
Few metallic envelopes formed in 
sand are not sufficiently permeable 
to permit some gas to pass, especial- 
ly when they are first formed and 
are very thin. Metal which has just 
solidified and is close to the freezing 
temperature is comparatively weak; 
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like all Ajax alloys, is produced under rigid labora- 
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total cost, Ajax alloys give greater performance. No 


product can do more . . . so protect your quality work 
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and all metals solidify as crystals or 
grains and will, therefore, contain 
dendrites, especially if solidification 
has been slow. The permeability of 
the skin, the metal strength and the 
shape and size of the dendrites will be 
different for different metals. We have 
also made another untrue assumption, 
in that the sand mold would also 
have to be impervious in order to ob- 
tain solidification exactly as shown 
in the figures. 

As stated earlier, if all the fore- 
going assumptions were true, the 
shrinkage cavity would contain no 
gas, but would be a vacuum. All 
sands are permeable to a certain ex- 
tent and will allow the passage of 
gas or atmospheric air. As a result, 
atmospheric pressure will be exerted 
upon the outside of the solidified skin, 
tending to force this skin inward. As 
the vacuum inside increases, the pres- 
sure on the outside may overcome 
the strength of the comparatively 
weak skin and may force it inward, 
giving us a casting of the shape illus- 
trated in Fig. 3A. In this case, the 
shrinkage cavity will be smaller than 
that shown in Fig. 2A by a volume 
equal to the amount which the cast- 
ing walls were drawn in. 


Growth Is Rapid 


If the dendritic growth is very 
rapid, as it tends to be in the tin 
bronzes, the dendritic branches may 
reach across the mold cavity and help 
brace the walls, thus preventing the 
sides from being forced inward by 
atmospheric pressure. These heavy 
dendritic branches will probably pre- 
vent, to a considerable extent, the 
feeding of molten metal into the lower 
part of the mold cavity; so that in- 
stead of a smooth conical shrinkage, 
we will probably have a small cavity 
with rough interior walls. Most of 
the shrinkage, although having the 
same total volume as before, will be 
scattered throughout the casting in 
small, often microscopic, cavities ly- 
ing between the dendrites and hence 
commonly known as _ interdendritic 
shrinkage. This shrinkage would be 
distributed somewhat as shown in 
Fig. 3B. 

Coming back to the weak skin, 
it will be evident that this skin will 
tend to be thinner at the top of the 
mold cavity where the molten metal 
has shrunk away in cooling, leaving 
no more metal to solidify at this point 
and increase the thickness. This very 
thin spot is often broken by the force 
of the atmospheric pressure on top, 
aided by the vacuum within. The 
air which enters will counteract the 
vacuum and prevent drawing in of 
the sides. This pressure, added to the 
weight of the molten metal in the 
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mold cavity, will tend to force this importance is the requirement that these dendritic branches to contend 
metal down into the mold, through we must always have a supply of 
and between the dendrites. The prob- molten metal at the top of the mold 
able result will be that the shrink- cavity and the surface of this molten 
“pipe” will be some- metal must be open to the atmos 
phere, so that the combined pressure 


of the head of metal and the atmos- 


with 

Probably the simplest way to illus- 
trate solidification is shown in Fig. 1, 
where we are casting a vertical cy- 
linder. If all variables are kept un- 
der control, the cylinder will be sound. 


age cavity or 
what shallower than that shown in 


Fig. 2C; more like that illustrated 
by Fig. 3C, although the volume of phere will force the molten metal It is probably safe to say that it is 
this shallow cavity should be the down into the mold cavity and be- the only method of casting a com- 


pletely sound bronze, pressure-resist- 
ant cylinder of any appreciable size. 
In the method illustrated, the part is 


tween the dendrites which are con- 
tinually forming. As our whole dis- 


same as that of the deeper one. 
A little further explanation is due 


in this connection. If the mold cavity cussion concerns tin bronzes, which 


is entirely sealed off from the atmos- solidify with rapidly forming, widely molded vertically either in green or 
phere, we have only the weight of branching dendrites, we must keep dry sand or in cores. For reasons to 


be explained later, the drag portion of 


always have 


the molten metal in the mold cavity in mind that we will 


to force the metal between the den- 
If the metal at the top of 
broken, however, as 
shown in Fig. 3C, we have atmos- 
pheric pressure, amounting to 14 psi, 
added to the weight of the metal. In 
a closed mold, we will probably have 
some shrinkage porosity below the 
pipe and in the metal around the main 
shrinkage cavity. With the additional 
atmospheric pressure, such shrinkage 
porosity is often prevented and usual- 


drites. 
the cavity is 


ly reduced. 


Conditions Under Control 


The foregoing description has pur- 
posely omitted any consideration as 
to the method of filling the mold. A 
study of Figs. 2 and 3 will show 
immediately that we have not ob- 
tained our goal] of producing a solid 
rectangular casting. The amount and 
extent of the unsoundness depends 
to a certain extent upon conditions 
which may be under our control. In 
working out methods of obtaining the 
required soundness, the reader is re- 
ferred to work reported by Brinson 
and Duma® which indicated that, if we 
can keep the molten metal in the mold 
cavity in intimate contact with the 
atmospheric pressure, we can usually 
obtain sound metal at the bottom of 
a vertical, uniform mold cavity. This 
sound metal will extend to a height 
approximately two to three times the 
thickness of the casting section. The 
amount of shrinkage which occurs 
above this solid portion will depend 





The targe photo shows the Ajax- 
Tama Electromagnetic Pump at work. 
Control cubicle in rear maintains 
temperature, energizes pump from 
electrie timer, electric eye, or similar 


Photo at left A cross 
section of unit showing 
discharge pipe (A), in- 
duction channel where 
pressure is created (B) devices. 

pouring spout (C and Photo at right: Closeup of the pump- 
mold (D ing unit. 
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upon the method used to run the 
metal into the mold and upon the 
method of feeding. 

To fill the whole mold with solid 
metal, it will be evident that all mold 
cavities shown must be extended up- 
ward a sufficient distance to allow 
for the depth of the shrinkage cavity 
at the top. This added metal is later 
cut off, leaving what we hope will be 


sound metal having the _ specified 
dimensions. Whether it is really 


sound or not will depend upon sev- 
eral considerations which may be 
deduced from the previous explana- 
tion. Of first and probably greatest 
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Electromagnetic Pump is 
used in ‘‘eround-the-clock’’ operations at the 
assembly lines of a number of prominent 
plants in the United States for the mass pro 
duction of high precision aluminum alloy 
castings 


The Ajax-Tama 


Using electromagnetic pressure created by 
high current in the loop of an Ajax Twin Coil 
Unit, the molten metal is automatically con 
trolled and channeled in one direction. From 
the bottom of the hearth (see cross sectior 
drawing) through an electrically heated re 


fractory pipe, the pure metal is lifted to the 
mold. The flow is completely controlled by 
electric current 


Maintaining excellent weight accuracy, cast 
ings of from 4 to 30 pounds, or more, can 
be poured in continuous operation. Special 
problems calling for a flow of hundreds of 
pounds per minute can also be handled by 
this same unit. The electromagnetic pump can 
be used as a reservoir to maintain molten 
metal at constant, accurate temperatures 
fer complete information contact Ajax 
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the mold should be of dry sand or of 
cores, or at least a core sand ring 
should be placed at the bottom of the 
mold cavity. The cope is fitted with a 
continuous circular runner with a 
number of pencil gates connecting di- 
rectly with the top of the mold cavity. 
Vents must be provided to equalize 
the pressure in the mold, also to carry 
off air and mold gases. The number 
and size of the pencil gates must 
be selected with considerable care to 
provide exactly the correct speed of 
metal flow into the mold. The metal 
is poured directly into the circular 








runner, permitting it to flow into 
the cavity at a uniform speed all 
around the mold. 

If the temperature is correct, the 
first metal entering the mold will be- 
gin to solidify immediately, with only 
a few inches of molten metal above it. 
This shallow reservoir of molten met- 
al, aided by the atmospheric pressure 
on its surface, will provide complete 
feeding between the dendrites of the 
solidifying metal below. 

The necessary conditions for this 
method of pouring are that the metal 
is at such a temperature that it is 
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almost ready to freeze as soon as it 
reaches the bottom of the mold 
cavity; also that total area of the 
gating controls the speed of metal 
entry to such an extent that there 
is never more than 2 to 4 inches of 
molten metal lying on top of the 
solidified metal. In other words, con- 
ditions must be such that the molten 
metal freezes as fast as it enters the 
mold. The mold cavity must be ex- 
tended above the designed top of the 
casting to take care of the final shrink- 
age at the top after the mold has been 
entirely filled, approximately as indi- 
cated by the dotted line at A in 
Fig. 1. 

There are a number of disadvant- 
ages to the use of the above method 
in a production shop. Some of these 
disadvantages are real, but after 
using the method for a while, most 
of the arguments against it will be 
found to have little foundation. The 
first of these supposed disadvantages 
would probably be the close tempera- 
ture control required. It is necessary 
to have closely controlled melting 
conditions and to control the pouring 
temperature within a maximum of 
about 25 degrees. After a little prac- 
tice, however, this control will cease 
to offer any unsurmountable difficulty. 
Furthermore, such a disadvantage can 
hardly be considered as being limited 
to this particular method because just 
as close control is necessary to obtain 
sound bronze castings regardless of 
the method of molding and pouring. 
The correct temperature will vary 
with the size and shape of the casting 
and must be standardized for each 
particular design. 


Select Gating System 


The gating system must also 
be carefully selected to obtain the 
correct speed for filling the mold. 
It has been the author’s experience 
that, in most cases, too many gates 
are supplied, or they are too large, 
thus permitting the mold to fill much 
too quickly. Rapid pouring will en- 
tirely defeat the advantages of this 
method. The close contro! of metal 
temperature will usually preclude the 
possibility of pouring more than one 
casting of the same cesipn from a 
single ladle of metal. 

One disadvantage of this method 
which the author has heard expressed 
a number of times is that the metal, 
dropping clear from the top of the 
mold cavity, will dislodge considerable 
sand which will probably remain in 
the casting. This fear of sand dis- 
lodgement has been carried to ex- 
tremes by certain foundrymen who 
have stated that they “would posi- 
tively not allow metal to drop in a 
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mold.” The evident question to this 
statement is “how are we going to 
get the metal down there if we don’t 
drop it, unless we are using some 
vacuum method whereby we suck the 
metal up into the mold from the 
ladle?’’ To allay such fears, however, 
it is suggested that a strong baked 
core be placed in the bottom of the 
mold. Better yet, a ring of chills or 
a solid ring chill of metal or graphite 
may be used. Such a chill will start 
solidification at the bottom and will 
be of considerable aid in initiating 
directional solidification, especially as 
the first metal poured will be some- 
what hotter than that entering later. 
The description offered so _ far 
serves to point out the desirability of 
obtaining correct directional solidi- 
fication, which is necessary in order 
to obtain a casting without shrinkage 
porosity. Stated in simple terms, 
directional solidification consists of 
obtaining suitable temperature dif- 
ferentials within a mold _ cavity, 
whereby the metal freezes first at a 
point farthest removed from the riser 
and freezes progressively toward the 
riser, with each portion above feeding 
the solidifying metal below and finally 
having sufficient molten metal at the 
top to feed completely the last metal 
to solidify in the casting. The shrink- 
age should be confined entirely to the 
risers which are finally removed. 


Risers Are Required 


It is evident that risers are re- 
quired to provide final feeding, but 
before discussing the design of such 
risers, let us consider the various 
methods of conducting metal into the 
mold cavity. In the case of the cy- 
linder illustrated in Fig. 1, it was 
explained that metal should enter the 
mold slowly and that the advantages 
of the method would be defeated if 
the metal was to be fed too rapidly, 
thus filling the mold completely be- 
fore progressive solidification had 
started. 

Let us consider the sequence of 
solidification if the mold in Fig. 1 
were filled with molten metal before 
solidification could start at the bot- 
tom. Much as 
nection with Fig. 2A, a chilled skin 


Cescribed in con- 


would form all around the mold 
cavity. As long as molten metal is 


in contact with this chilled skin, 
columnar crystals will tend to grow 
out from the sides. Finally, in the 
case of a large uniform section, these 
columnar crystals will bridge across 
the intervening space and will offer 
considerable resistance to the flow 
of molten metal past them. In such a 
large expanse, one could hardly ex- 
pect columnar growth to be exactly 
uniform throughout. In certain iso- 
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lated areas, the growth would be 
faster, the metal becoming solid 
across the whole wall section at these 
points. Feeding to points immediate- 
ly below would be shut off; there 
would be insufficient metal to over- 
come the liquid-solid shrinkage at 
these points, and we would have areas 
of voids at such unfed sections be- 
tween the casting surfaces. 

This type of shrinkage, lying at 
the thermal centerline of the casting 
wall, is known as “centerline shrink- 
age”’ and is common to all cast met- 
als. It is especially evident in large 


sections with uniform walls. In the 
case of bronze, because of the in- 
herent tendency of the dendrites to 
spread rapidly and to interlace and 
thus shut off feeding, we are likely 
to have porosity extending most of 
the way through the casting, except 
in the chilled skin or other chilled 
or otherwise rapidly cooled areas. 
According to Brinson and Duma, 
such a uniform casting can be ex- 
pected to have solid metal at the 
bottom and extending up for a dis- 
tance approximately twice that of the 
thickness of the casting wall, this 
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sound metal having been completely 
fed by the metal above. This fact is 
of considerable value in deciding upon 
the correct placement of gates and 
risers. 

(To be continued next month) 


Note The opinions expressed herein are 
those of the author and do not necessarily 
express those of the Department of the Navy 
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Careful measurement of molten metal tempera- 
tures does it! Close check on every heat eliminates 


Pittsburgh Meeting 
Of ASTM Committees 


Nearly 1000 attended 300 meetings 
of technical committees of the Amer- 
ican Society for Testing Materials 
at a meeting held in Pittsburgh, Feb. 
27 to Mar. 3. New research work 
was discussed, and many new specifi- 
cations and tests for materials and 
numerous revisions were completed. 

Subcommittee VIII of Committee 
A-1 on Steel has written and re- 
viewed a new specification for steel 
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temperature measurement, with Marshall En- 
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is poured at exactly right temperature. This will 
assure better castings, do away with excessive 
scrap production, increase casting output. Write 
\ for literature. L. H. Marshall Co., 270 W. Lane 
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castings for steam turbine casings 
which is expected to be published 
in 1950. A group has been appointed 
to draft a specification for austenitic 
alloy steel castings for high tem- 
perature service since those are not 
included in A 217-49T, a consolida- 
tion of A 157-44 for Alloy-steel Cast- 
ings for Valves, Flanges and Fittings 
for High Temperature Service, and 
A 217 for Alloy-steel Castings Suit- 
able for Fusion Welding for High 
Temperature Service. A 217-49T cov- 
ers only ferritic grades while A 157- 
44 included several austenitic grades 

Committee A-10 on Iron-Chromium- 
Nickel and Related Alloys agreed to 
act upon a request for specifications 
for centrifugally cast alloy iron pipe 
and to seek the co-operation of Com- 
mittee A-1 on Steel in that matter 
Committee E-9 on Fatigue reported 
that after almost three years of prep- 
aration the Manual on Fatigue now 
has been published. It contains in- 
formation on symbols and nomencla- 
ture, fatigue testing machines, prep 
aration of specimens, test procedure 
and similar information on fatigue 
testing of both ferrous and nonfer- 
rous materials. 

Subcommittee II of Committee E-7 
on Non-Destructive Testing  an- 
nounced that suitable specimen blocks 
for preparation of standard radio- 
graphic negatives will be prepared 
by three co-operating firms includ- 
ing Babcock & Wilcox Co., Combus- 
tion Engineering-Superheater  Inc., 
and M. W. Kellogg Co. Blocks will 
become the permanent property of 
ASTM and radiographic negatives of 
the blocks will be prepared through 
the entire range of standard x-ray 
equipment including also cobalt®® ra- 
diation. A method for magnetic part- 
icle testing of steel castings is be- 
ing considered in Subcommittee III 
to replace specification A 272-44T 
Tentative Method of Magnetic Parti- 
cle Testing and Inspection of Com 
mercial Steel Castings. 


How To Sell to the 


Government 


“Selling to the Government, re- 
cently published by the Chamber of 
Commerce of the United States, 
Washington, simplifies many of the 
problems encountered by businessmen 
who want to sell to the federal gov 
ernment. It shows who buys for 
the government, where to get the 
facts, what to do, and how the gov 
ernment buys. Appendices list gov- 
ernment and private sources of addi- 
tional information on “who buys 
what,” specifications, and principal 
procurement laws and regulations 
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SEE THE NEW 
“MOULDERS' FRIEND" 
IN OPERATION AT THE 
FOUNDRY CONVENTION 
IN CLEVELAND 





Valuable added features place 
this most efficient sand conditioner 
in a class by itself 


YOU WILL BE WELCOME 


at space... 1403 


“The Moulders’ Qrienc” 


Sand Conditioning Equipment 
Dallas City, Illinois 
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For Additional Information on these Items Use Reply Card—Page 297 


(1)—Grinding Wheel: Nor- 
ton Co., One New Bond St., Worces- 
ter, Mass.—Reinforced hub wheel for 
portable grinders is designed for use 
on right angle portable grinders and 
disk sanders primarily in weld grind- 
ing and foundry operations. It is 
said to combine exceptional strength, 
safety, and durability with a fast 
rate of cut. The wheel is reinforced 
with layers of strong fibrous ma- 
terial between the layers of abrasive 


grain and resinoid bond. In addi- 
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tion, the wheel has a strong com- 
position safety web molded onto the 
back which serves to hold the wheel 
together in the event of accidental 
breakage until the machine can be 
stopped and the wheel removed. 


For more Details Circle No. 1—Page 297 


(2)—Corebox Pin: Martin 
Engineering Co., 704 Rose _ S&t., 
Kewanee, Ill. Rubber-mounted, 
rubber-tipped steel corebox pin is 
said not to cause damage to the 
parting line. It is claimed that the 
threaded rubber body of the new 
pin will not loosen or unscrew from 
the box. An additional feature is 
the fact that the pin will strip out 
of the corebox if the box is closed 
forcibly with the pins out of register. 
The pin is available in four sizes to 
fit standard taper reamed and tapped 
holes. 

For more Details Circle No. 2—Page 297 


(3)—Metal Analysis: Bber- 
bach & Sons Co., 20 East Liberty St., 
Ann Arbor, Mich.—New instrument 
developed at Battelle Memorial In- 
stitute, Columbus, O., is said to make 
practical analyses which have been 
considered too costly for routine lab- 
oratory use. It is useful for de- 
termining aluminum in steel and in 
zinc-base alloys; zirconium in iron 
and steel; and uranium, alkaline 
earths, and alkali metals in alloys 
of iron, copper, nickel, chromium, 
zinc, molybdenum, and other metals. 
The instrument employs the mer- 


cury-cathode principle for separating 
interfering metals. A magnetic 
circuit causes rapid countercurrent 
stirring at the mercury-electrolyte 
interface, continuous cleaning of the 
mercury surface, and minimum 
resolution of the deposited metals 

For more Details Circle No. 3—Page 297 


(4)—Cupola Hot Blast: J.0 
Ross Engneering Corp., 350 Madison 
Ave., New York 17—Hot blast sys- 
tem takes cold air from _ present 
blower, passes it through oil or gas 
fired air heaters and delivers it to 
cupola at approximately 450° F 
Substantial savings in coke, elimina- 
tion of bridging, increased melting 
rate, and reduced labor and main- 
tenance costs have been attributed 
to this air preheating method. With 
the air under automatic temperature 
control, a perfectly uniform blast 
temperature is maintained. The 
system is said to be easily and 
quickly installed without interrup- 
tion to melting schedule. 

For more Details Circle No. 4—Page 297 


Electrodes: Harnischfeger 
Corp., Welding Division, 4405 Na- 
tional Ave., Milwaukee 14—New 
series of low-hydrogen’ electrodes 
consists of 14 different types which 
have been tested in the company’s 
laboratory and in its own welding 
production as well as in the field 
The coatings were developed to pro- 
duce deposits low in hydrogen there- 
by eliminating the under-bead crack 
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ing. The electrodes are said to pro- 
duce good welds on alloy steels, in- 
cluding steel castings. They have a 
moderate penetrating arc with an 
easy-to-remove slag. 

For more Details Circle No. 5—Page 297 


Sander: Buckeye Tools Corp., 
21 West Apple St., Dayton 1, O. 
Portable air-powered sander is de- 
signed for medium duty sanding or 
light duty cup wheel "grinding. Al- 
though smaller and 10 per cent 
lighter than previous models of 
equal capacity, the new unit has 25 
per cent more power, as proved in a 
number of field tests. The sander 
will be available in five models with 
speeds of 2400, 3600, 4500, 6000 and 
7500 rpm, aad is designed for use 
with 5-in. or T-in. sanding pads, 
depending upon model selected. For 
cup wheel grinding, wheel sizes of 
4, 5 or 6 in. are indicated by the 
specifications. 

For more Details Circle No. 6—Page 297 


Gas Regulator: National Cyl- 
inder Gas Co., 840 North Michi- 
gan Ave., Chicago 11—New type weld- 
ing and cutting regulator is designed 
to maintain constant volume and pres- 
sure of gas, without requiring two- 
stage reduction. The pressure com- 
pensating unit in the regulator con- 
sists of a small gas chamber below 
the valve seat, a reinforced rubber 
sealing disk at the bottom of the 
chamber, and a pin which rests be- 
tween the disk and the back cap of 
the regulator. Gas at cylinder pres- 
sure is admitted to the chamber 
through an orifice in the seat. Force 
of gas in the chamber moves the 
seat gradually away from the nozzle 
as supply pressure decreases, permit- 
ting a constant rate of flow. 

For more Details Circle No. 7—Page 297 


Working Platform: william 
Moss & Sons Ltd., Mechanical De- 
velopments Division, North Circular 
td., Cricklewood, London, N. W. 2, 


England—One-man work- 


operated 





THR FOUNDRY.—May, 1950 


ing platform has a maximum height 
of 17 ft, which allows the operator 
to work at positions of 22 to 23 ft 
above the ground. The equipment 
utilizes a triple hydraulic ram and 
a tubular framework which 
sors” to permit maneuvering through 
confined spaces. The platform is 2 
ft, 3 in. square and is provided with 
toe boards and handrails which fold 
down for transit and movement un- 
der arches 6 ft, 6 in. high. A man- 
ual hydraulic pump actuated by the 
operator while standing on the plat- 
form gives full elevation in 2 min- 
utes; descent is effected in 45 sec- 
onds. Rubber-tired casters provide 
mobility; when in operation four 
screw jacks give a firm foundation, 


““SC1S- 


even on a sloping floor. 


For more Details Circle No. 8—Page 297 


Chart Recorder: Wheeico In- 
strument Co., 847 West Harrison St 
Chicago 7—Air-operated strip chart 
recorder has been incorporated in the 
indicating, con- 
trolling and recording instruments 


company’s line of 


Temperature, speed, flow, pressure, 
static grain loads, alternating and/or 
direct current 


volts, amperes, etc 





are said to be measured accurately 
and simply. The control function is 
performed by air power operating 
diaphragm 
valves, dampers, levers and pistons 


motors connected to 


For more Details Circle No. 9—Page 297 


Dynamometers: W. C. Dil- 
lon & Co., 5410 West Harrison St., 
Chicago 44—High-capacity traction 
type dynamometers in 30,000, 40,000 
and 50,000 Ib ranges are used for 
checking draw-bar pull, weight of 
bulky objects, tension on ropes or 
cables, static loads, and other sim- 
ilar applications. The 10-in. dials 
are calibrated in 250-lb divisions on 
the 50,000-lb model and 200-lb di- 
visions on the other two 
Mechanism consists of a calibrated 
tool steel beam with magnification 
through a precision gage movement 
All parts are plated or otherwise pro- 


models 


tected against outdoor use. The in- 
strument is said to be unaffected by 
extreme temperature changes, and it 
requires no oiling. 

For more Details Circle No. 10—Page 297 


Hydrometer: Harry W. Die- 
tert Co., 9330 Roselawn Ave., Detroit 


{—-Pencil-size, unbreakable hydro- 


meter for measuring the gravity of 





mold or core coating materials is 
734-in. long and %-in. in diam. Body 
of the hydrometer is clear plastic. 
The Baume scale is graduated from 
0 to 70 for heavier-than-water mix- 
tures. This hydrometer is useful in 
the foundry for measuring concentra- 
tion of siliceous or carbonaceous 
waches, sprays, dipping or brushing 
mold or core coating materials. It 
also may be used for gravity meas- 
urements of other  heavier-than- 
water materials such as paints, slur- 
ries and liquids containing Solids. 


For more Details Circle No. 11—Page 297 


Cut Wire Shot: Pellets Inc., 
277 Military Rd., Buffalo—Cut wire 
steel shot is made from SAE 1065 
hard drawn spring wire of 45-51 
Rockwell C hardness. The shot is 
made by cutting the wire into lengths 
the same as the wire diameter, and 
is available in any size—stock sizes 
include diameters of 0.028, 0.032, 
0.035 and 0.041 in. As the snot is 
used it rounds out into spherical balls 
said to maintain their weight and 
working ability for a long time. Use 
of this type of shot is claimed to 
reduce blasting equipment mainte- 
nance and increase wheel blade life. 
For more Details Circle No. 12—Page 297 


Clamp Release: Lockrey- 
Fater Corp., 401 Broadway, New York 
13—-Semiautomatic action clutch has 
been applied to “C” clamps and a 
machinists vise to save time and ef- 
fort normally expended in running up 
the clamping screw. A spring-backed 
finger button acts as a release for 
the clutch which is normally engaged 
with the thread of the screw. The 
clutch cannot be disengaged while 
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pressure is on the work. The screw 
must be backed off slightly before 
the clutch can be disengaged. The 
device is incorporated in “C” clamps 
of 4, 6 and 8-in. sizes and on a ma- 
4 chinist’s vise which has jaws 3%-in. | 
wide and 15/6-in. deep and opens 
to 4% in. ] 
For more Details Circle No. 13—Page 297 t 
* * 
Hacksaw Blade: Victor Saw 
U aa ag | ers Works Inc., «Middletown, N. Y. L 
Shatterproof blade is said to be un- ; 
breakable when used in a frame. p 
Cutting qualities of the blade also PA 
are claimed to be above average. A p 
Create HEALTHIER WORKING CONDITIONS number of tests have indicated that ti 
the blade will make a greater than 5 
AND /ncrease FOUNDRY EFFICIENCY average depth of cut in the test 
C 
1 
cl 
Cl 
‘ 7 ‘ mr 
DRACCO Dust Control will pay large dividends in any le 
Foundry by eliminating costly dust hazards. When you - 
is 
eliminate dust you immediately create healthier working 5: 
4 
conditions—this is a very important factor that will help 
° ‘ : , ‘ dé 
production. Dust is abrasive and gets into equipment of in 
all kinds—DRACCO Dust Control prolongs life of equip- ses 
ar 
ment and reduces cost of maintenance. Consult DRACCO ve 
Engineers about your dust problem—they have over 35 ~ 
years’ experience controlling dust of all kinds. ch 
ch 
53 
material before dulling. The blade is 
available in all hand sizes and pitches tre 
It is copper colored and has specifi- pe 
cations printed in green on it. = 
For more Details Circle No. 14—Page 297 gu 
mi 
lar 
Hand Cleanser: Carlton 
Chemical Co., 33 Commerce St., New 54 
York—Industrial hand cleanser is wl 
said to work on a new principle of sto 
soil removal. It first separates the anc 
soil from the skin and then emulsi- ope 
fies it so that it may be wiped off anc 
or washed off easily. Complete re- anc 
moval of all types of soil, grease and vol 
pee pin bea 
grime, including printers or dupli- 
cating machine ink, carbon, graphite, 
paint, and stains, except dried enam- aa 
el, is claimed. The cleanser contains ‘ 
no abrasives, harsh acids or alkali, ; 
and is said to leave the skin soft and : 
smooth. ' 
For more Details Circle No. 15—Page 297 ; { 
: 
Gear Motor: Century Electri: ; 
Co., Gear Motor Division, 1806 Pine ; § 
~ ° is é New a. rear " ' 
Write for Bulletin No. 304 St. Louis 3—New 1% np geal mo ; Cc 
tor extends the company’s present 5 U 
line from % to 1% hp. Larger ratings : ; 
DRACCO CORPORATION _ wt 400 tip are avaitabie with gear |} « 
attachments. The new motor operates sis 
4050 East 116th Street ° Cleveland 5, Ohio on single or polyphase alternating or ; a 
direct current. A range of speeds ; ° 
(Continued on page 300) : 
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HELPFUL LITERATURE 


50. Aluminum Casting Alloys 

American Smelting & Refining Co., 
Federated Metals Div.—40-page illus- 
trated booklet “Aluminum Casting 
Alloys” is practical guide for found- 
rymen and contains sections on pour- 
ing, shrinkage, dross control, solu- 
tion treating, aging, stress relief and 
corrosion. Tabulation of 45 sand, 
permanent mold and diecasting alloys 
specifications include nominal com- 
positions and mechanical and indus- 
trial properties. 


51. Melting Furnaces 

Stroman Furnace & Engineering 
Co.—Illustrated bulletins Nos, 85, 90, 
115 and 635 are descriptive of me- 
chanical and hydraulic tilt, stationary 
crucible, iron pot and reverberatory 
melting furnaces, respectively. Bul- 
letin No. 135 describes oil burners 
designed for use with furnace types 
listed above. 


52. Roller Chains & Sprockets 

Link-Belt Co.—198-page illustrated 
data book 1957-A presents complete 
information on power transmission 
chains and sprockets; conveyor chains 
and sprockets; special card flat, Sil- 
verlink twist type and balance or leaf 
chains; Silverstreak silent chain 
drive; positive infinitely variable speed 
changer; speed reducers; and roller 
chain flexible couplings. 


53. Conveying Systems 

Service Conveyor Co.—4-page illus- 
trated folder explains how company’s 
experience can benefit client in plan- 
ning foundry conveying systems. En- 
gineers will study problem and sub- 
mit complete layout to meet particu- 
lar requirements. 


54. Fire Brick 

Laclede-Christy Co.—6-page illus- 
trated bulletin No. 202 describes Key- 
stone first quality dry press fire brick 
and tile for use in boiler settings, 
open hearth and mill furnaces, glass 
and lime plants and wherever resist- 
ance to high temperature, permanent 
volume, spalling resistance and load 
bearing features are essential, 


ADDITIONAL 
INFORMATION? 


' 
’ 

' 

H 

' 

’ 

' 

' 

' 

' 

: For additional information on 
any of the items described 
' 
' 
a 
' 
‘ 
' 
' 
i 
\ 
' 
i 
' 


under “New Equipment and 
Supplies”, “Trade Publications” 
or “Helpful Literature” in this 
issue — simply circle their cor- 
responding item numbers on 
one of these cards. 
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55. Belt Conveyor Idlers 

Chain Belt Co.—26-page illustrated 
bulletin No. 463-R explains selection 
of correct idlers for various installa- 
tions and describes Rex roller-bearing 
belt conveyor idlers, guide  idlers, 
grease pipe extensions, idlers for 
special applications, and various belt 
conveyor accessories, 


56. Perforated Metals 

Diamond Mfg. Co.—24-page illus- 
trated catalog No. 35 lists various 
perforated metals and perforated met- 
al products for many industrial, orna- 
mental and architectural applications. 
Such uses include fabrication of de- 
vices for cleaning, sizing, separating 
and refining and for making radiator 
covers, cabinets and_ ventilating 
grilles. 


57. industrial Truck 

Baker-Raulang Co., Baker Indus- 
trial Truck Div.—4-page illustrated 
bulletin No, 1311 presents informa- 
tion on type FT 4000-lb capacity 
fork truck designed to speed materi- 
als handling. Features include auto- 
motive type controls, foot accelera- 
tion, cushion tires, short overall 
length, one-piece frame and Soft- 
Touch equalized brakes. 


58. Firebrick & Mortar 


Mexico Refractories Co.—Series of 
bulletins, application data sheets and 
service catalogs describes Helspot 
plastic firebrick for lining ladles and 
metallurgical furnaces and Mex-Lox 
mortar for metal-resistant linings. 
Former material is usable in ferrous 
and nonferrous shops where refrac- 
tory is covered with molten metal or 
slag. Latter is jointing material for 
use in laying firebrick in various 
metal melting operations. 


59. Flexible Couplings 

Morse Chain Co.—24-page illustrat- 
ed booklet C41-48 describes how Mor- 
flex flexible couplings provide torsion- 
al flexibility, isolate vibration, cushion 
shock and compensate for misalign- 
ment. Construction details, engineer- 
ing data and information on how to 
order are given also. 


60. Flexible Shafts 

Wyzenbeek & Staff, Inc.—16-page 
illustrated catalog No. 50 lists vari- 
ous models of Wyco flexible shafts; 
grinders; grinding machines; Hy- 
Speed saws; hole and washer cutters 
and numerous accessories including 
drum sanders, rotary files, mounted 
grinding wheels and carbide cutters. 
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61. Gear Motors 

Janette Mfg. Co.—4-page illustrat- 
ed bulletin No. 3-100 describes ma- 
jor features and depicts various types 
of standard fractional and integral 
horsepower gear motors available 
from stock. Basic design of these 
units centers around worm and com- 
bination worm-and-planetary gearing 
to provide compact low-speed power 
unit, 


62. Hydraulic Lift Gate 

Anthony Co. — Illustrated leaflet 
“New Anthony ‘Pick-up’ Lift Gate” 
deals with hydraulically operated 
unit for attachment to % and %-ton 
pick-up trucks. It facilitates one-man 
handling of packages weighing up to 
800 Ib. 


63. Flat-Surface Grinders 

Gardner Machine Co.—50-page il- 
lustrated catalog No. 148 contains 
four publications describing line of 
flat-surface grinding machinery. Sin- 
gle, double and horizontal disk types 
are featured and their full specifica- 
tions listed. 


64. Portable Elevating Table 
Hamilton Tool Co.—4-page illus- 
trated bulletin No. P-50 describes 
three standard models of Portelvator 
portable height-adjustable table or 
work bench having capacities of 1000, 
2000 and 5000 lb. It provides three 
table surfaces, has four-point support, 
is self-locking to any height, and has 
floor lock and antifriction casters. 
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65. Gas-Electric Power Plant 

Ready Power Co.—8-page illustrat- 
ed bulletin No. 99 depicts numerous 
applications of compact gas engine 
generator sets that produce power 
to operate electric industrial trucks, 
tractors, cranes and industrial loco- 
motives. 


66. Fork Lift Truck 

Baker Industrial Truck Div., Baker- 
Raulang Co.—4-page illustrated bul- 
letin No. 1310 discusses features and 
points out construction details of 
type FT-30-48 fork truck having ca- 
pacity for load weighing 3000 lb and 
measuring 48 in. long. 


67. Proportioning Oil Burner 

Hauck Mfg. Co.—24-page illustrat- 
ed catalog No. 410 deals with pro- 
portioning oil burner for accurate 
control of furnace temperature and 
atmosphere during heat processing 
operations. Unit features single con- 
trol lever and uniformity of oil-air 
ratios and flame character from all 
burners on one furnace. 


68. Cleaning Mills 

N. Ransohoff, Inc.—20-page illus- 
trated foundry equipment catalog 
“Ransohoff Cleaning Mills” depicts 
and describes automatic star return, 
wet method, cleaning mills for cast- 
ings and sprues. Work is tumbled in 
large amount of stars which supports 
work, reaches all parts of castings 
for thorough cleaning and at same 
time prevents excessive mill wear. 























Reader's Service Dept. 


This card MUST be completely filled out. 


4. 61 81101| THE FOUNDRY 5-50 
. = ~ ro Penton Building, Cleveland 13, Ohio 

44 64 84 104 

- > st a. Please send literature or detailed information on 
47 67 87 107 | subjects circled at left to— 

48 68 88 108 

49 69 89 109 

50 70 90110] NAME TITLE 

5) 71 91 411 a _- 
52 72 92 112 COMPANY 

53 73 93113 

5474 941141 propucts 

55 75 95.115 MANUFACTURED 

56 76 96 116 ae a 
57. 77 97 \17 | apDREss 

58 78 98 118 — 

59 79 999 119 

40 80 100 120 | CITY_AND STATE 


Please TYPE or PRINT. 





FIRST CLASS 
PERMIT No. 36 
(See. 34.9 P.L.&R.) 
Cleveland, Ohio 

















BUSINESS REPLY CARD 


No Postage Stamp Necessary tf Mailed in the United States 








4c POSTAGE WiLL BE 


THE FOUNDRY 


Penton Building 


PAID BY — 


CLEVELAND 13, OHIO 


69. Carbide Files & Cutters 

R. G. Haskins Co.—4-page illus- 
trated bulletin No. RF-15 points out 
features of line of carbide rotary 
files and ground cutters which are 
particularly applicable for use in pat- 
tern shops. They are highly efficient 
for finishing castings, metal patterns, 
dies and molds and performing cham- 
fering, countersinking and deburring 
operations. 


70. Electrical Precipitator 

Research Corp.—28-page illustra- 
ted brochure “Cottrell Process of 
Electrical Precipitation” describes gas 
cleaning equipment for  recover- 
ing material of value, cleaning air 
or gases for subsequent use, and 
prevention of air pollution. Basic 
types of equipment are described and 
their use in variety of industries is 
depicted. 


71. Flask Bushings & Pins 

Universal Engineering Co.—8-page 
illustrated catalog F1016 and attached 
price list cover precision machined, 
hardened and ground flask pins and 
bushings for use in cast iron, steel 
or aluminum flasks. Having stability 
and accuracy to provide register of 
cope and drag for hundreds of cast- 
ings, units are available in several 
sizes of round, elongated, press fit 
and other standard types. 


72. Warm Air Space Heaters 

Dravo Corp. — 6-page illustrated 
folder No. 520 explains features of 
Counterflo heaters which make it 
especially useful for tempering make- 
up air in foundries and metalwork- 
ing shops. Units are available in 
capacities up to 22,000 cfm, are ef- 
fective with or without ducts, burn 
oil or gas and are readily converted 
from one fuel to other. 


73. Motor Control 

Allen-Bradley Co.—76-page illus- 
trated “Handy Catalog,” fourth edi- 
tion, lists various accessories and com- 
ponents for motor control including 
manual and magnetic across-the-line 
starting switches, reduced voltage 
starters, control relays, synchronous 
starters, high voltage starters and 
similar equipment for direct current 
motor control. 


74. Vibratory Feeders 

Syntron Co. — 16-page illustrated 
folder “Vibratory Feeders” describes 
Vibra-Flow equipment with variable 
control of rate of flow available with 
overhead driving, dual driving or 
dustproof enclosed magnets and in- 
frared heat lamps. Equipment is 
usable as long conveyors or as wide, 
spreader, water cooled and heated 
or furnace feeders. 


75. Roller Conveyors 

Standard Conveyor Co.—12-page il- 
lustrated bulletin No. 67 depicts grav- 
ity and power operated roller con- 
veyors handling flat sheet steel; mov- 
ing coils of steel and transporting 
materials in brass mills, airplane 
parts plants, foundries and other 
plants. Pneumatic tube service is dis- 
cussed and illustrated also. 
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THERMOTOMIC 
PROCESS 


(Patented) 
and 


CARBON FREE LIQUIDIZER 


For 


STEEL*-IRON-ALUMINUM 
BRASS*BRONZE+COPPER 


THERMOTOMIC is a patented Exothermic compound that can be 
molded into any desired shapes and used as feeding inserts under 
risers or as facing application where it is desired to maintain fluid- 
ity of the casting metal. THERMOTOMIC permits reversal of the 
trend towards large feeding heads and risers, making it possible 
to use heads that are shorter and more compact with very small 
feeder openings. This permits easy removal of heads and gates 
and sharp reductions in cleaning and finishing costs. When 
THERMOTOMIC is used as inserts or as facing in the mold, heat 
at thin metal sections is retained until the main body of the cast- 
ing has solidified, thus eliminating shrink cracks and improving 
grain structure and tensile strength. 


SOFFEL’'S CARBON FREE LIQUIDIZER 








300 ib. aluminum bronze bearing cap cast with THER- 
MOTOMIC feeding ring core under riser. Note small 


feeder opening which facilitates removal of riser from 
casting, resulting in greatly reduced cleaning costs. P & 0 D U C i $ G ie E AT a R y | FE L D 


Thermotomic ABC r 


for 
Aluminum and Magnesium Castings 


THERMOTOMIC ABC is the first successful exothermic feeding compound ever 
to be developed for aluminum and magnesium castings. Results obtained 
from its use are amazing. Feeding metal in heads or risers is maintained 
in the fluid state for 20 to 30 minutes, Great savings are effected through 
reduced riser dimensions. Feeding heads or risers are reduced in volume 
80% and more, and their removal from the casting is greatly facilitated 
due to the restricted feeding necks 





An Exothermic Feeding Head Compound and Pipe Eliminator 


For Aluminum and Magnesium Castings 





SOFFEL'S AL-X31 LIQUIDIZER was developed for use in conjunction with 
THERMOTOMIC ABC. In order to secure best results and maximum feed 
ing, we strongly recommend that AL-X31 LIQUIDIZER be applied on the 
feeding heads or risers. When so applied, AL-X31 LIQUIDIZER enters into These risers, made in the same mold, illustrate how Soffel’s Carbon Free 
an intense exothermic action which will actually raise the temperature of Liquidizer produces sounder castings and saves metal. The riser on the 
the feeding metal. The heat produced is sufficiently great that, even if the left, on which Carbon Free Liquidizer was used, contains more than twice 
metal has solidified, it will re-melt. After AL-X31 LIQUIDIZER has com as much sound metal as the riser on the right on which a common carbon- 
pleted its exothermic action, it forms a soft, insulating cover on the feed- aceous pipe eliminator was used. It is readily seen from this that the use 
ing metal. This cover confines the heat generated and further delays solidi- of Soffel’s Carbon Free Liquidizer permits substantial reductions in size of 
fication of the feeding heads or risers risers 


Steel Riser on left contains twice as much sound metal 


BEWARE OF IMITATIONS: We are the originators of Carbon Free Liquidizer. 


PITTSBURGH METALS PURIFYING COMPANY 


Manufacturers of Quality "Fluxes for all Metals and Alloys" 


1352 Marvista Street Pittsburgh 12, Pa. 
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(Continued from page 296) 
from 25 to 280 rpm may be obtained. 
The new motor employs worm type 
gears and has only four bearings— 


two ball and two roller. 
For more Details Circle No. 16—Page 297 


Core Grinder: Standard Pat- 
tern Works, 6771 East McNichols 
Rd., Detroit 12—Core grinder has a 
48-in.-diam table mounted on pre- 





cision roller bearings, and is designed 
for fast, accurate core grinding. 
Bearings are completely enclosed, 
protected against dust. Table ro- 
tation can be controlled either man- 
ually or by an adjustable speed re- 
ducer, which can be located below 
the table. A 34-hp motor mounted on 
a counterbalanced sliding head fur- 
nishes direct power to the grinding 
wheel, which is adjustable to any 
vertical setting. Wheels are said to 
be quickly and easily changed. A 
1-hp motor is used with the speed 
reducer. 

For more Details Circle No. 17—Page 297 


Hammer: Mondie Forge Co., 
10274 Berea Rd., Cleveland 2—aAll- 
purpose mechanic’s hammer has one 
head of drop forged steel and the 
other of rubber, which is useful in 
light or heavy work where surfaces 
of material must not be dented or 
damaged. The medium-hard rubber 
head is pressure-locked on a drop 
forged steel base and has a calcu- 
lated low blow-recoil factor. It can 
do heavy work without denting or 
peining the material being struck, it 
is claimed. The metal head is drop 
forged steel. Hammers are available 
at present in the 40-oz size only. 

For more Details Circle No. 18—Page 297 


Gypsum Cement: Certain- 
teed Products Corp., 120 East Lan- 
caster Ave., Ardmore, Pa.—Gypsum 
cement requiring a minimum of mix- 
ing water, has been developed for 
making plaster casts having com- 
pressive strengths of 10,000 to 15,000 
psi. The material is said to mix and 
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handle like ordinary gypsum cements, 
and to require no special equipment 
for successful shop use. It has been 
used for the production of case molds, 
block molds, foundry patterns, mod- 
els, dies for pressing plastics, metal 
casting investments, floor patching 
compositions, and other applications. 


The material is available in two 
grades, ‘Industrial’ and “Low Ex- 
pansion.” The latter material is 


suited especially for applications re- 
quiring casts having a high degree 
of dimensional stability. 

For more Details Circle No. 19—Page 297 


Paint: Speco Inc., 7308 Asso- 
ciate Ave., Cleveland 9—A clear, an- 
tirust paint has been formulated for 
brushing or spraying directly over 
rust without wire brushing or scrap- 
ing. Any good quality paint, except 
lacquer, can be applied over the anti- 
rust paint. It is said not to bleed 
through painted surfaces. Conse- 
quently, it is suitable for use as a 
rust-proofing primer and _ under- 
coater. 

For more Details Circle No. 20—Page 297 


Stacking Box: Palmer - Shile 
Co., 16033 Fullerton Ave., Detrcit 27 
—Corrugated steel stacking box has 
a chain-operated hinged door. One of 
the convenient uses of the box is on 
a steel stand. The door may be 
opened to any set angle to facilitate 
parts disposal by standing or sitting 
workmen. Door also eliminates the 
necessity of removing tiered boxes 
when it is desired to dispose of parts 
in boxes not at the top. Boxes are 





' 


built to specified dimensions and load 
capacity. Crane lugs, stacking brack- 
ets and color of paint desired also 
may be specified. 

For more Details Circle No. 21—Page 297 


Packaging Tape: Minnesota 
Mining & Mfg. Co., 900 Fauquier 
St., St. Paul 6—High strength tape 
has an acetate film backing and 
glass filaments imbedded in a re- 
silient, shock-proof rubber adhesive. 
It is said to provide 500 lb of tensile 
strength per inch of width and to 
have good shock and tear resistance. 
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Non-magnetic material 
flows over the revolving 
drum shell in normal 
trajectory. Magnetic 
materials are held fast 
to drum until carried 
beyond magnetic field, 
at which point they are 
separately discharged. 


* 


Magnetic strength certi- 
fied. 

* 
Magnetic permanence 
guaranteed for the life 
of the unit! 


* 


For modern magnetic 
separation it’s Dings — 
Perma-Drums, Perma- 
Pulleys, Perma-Plates 
plus a complete line of 
electro-magnets. 


To Cut Your 
IRON REMOVAL COSTS 
Use the New DINGS 


Reg. U.S. Pat. Office 


ERE IS powerful, trouble-free 
automatic removal of iron 
from molding sand. Unit pictured is 
installed in a Sandslinger. 

A new Dings Perma-Drum with 
armor plate abrasion-resisting steel 
shell and powerful, permanent, self- 
energized magnet assembly will give 
you years of trouble-free, low cost 
separation. Eliminates electrical mag- 
net maintenance—and more power- 
ful than the old electro-magnetic 
drums. Fully described in CATA- 
LOG C-1100A—write for your copy 
today. 


DINGS MAGNETIC SEPARATOR CO. 


4708 W. Electric Ave., Milwaukee 14, Wis. 





Non-Electric PERMA-DRUM . 








Ss 
Pin gee 


Reg. U.S. Pot. Off. 
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ANNOUNCING 


The New 
National 
Crucible 


Increased 
Service Life 


Increased 
Capacity 
for all Non-Ferrous Melting 


See this new crucible at Booth No. 408 
A.F.C. Convention—May 8-12. 


NATIONAL CRUCIBLE CO. 


PHILADELPHIA 18, PA. 
Western Mgr., A. C. Eckborg, Chicago 43, Ill. 





Mr. Warren L. Pell Mr. Rex B. Harrison Snyder Foundry Supply Co. 
P. O. Box 1053 ‘ 

Northern Ohio Represento- Reading, Pa. Los Angeles 11, Calif 

—_ Steel-Service & Supply Co Pacific Graphite Co., Inc 
Kenmore 17, N. Y. Seattle 4, Washington Ookland 8, Calif. 

; Mr. Charles R. Hilb ‘ 
Bison Industrial Supply Provident Bank Bldg. Klein-Farris Co., Inc. 
Buffalo 3, N. Y. Cincinnati 2, Ohio Boston 11, Mass 














CAPEWELL FOUNDRY 
CHILL NAILS 


For the most satisfactory results in casting 
manufacture, use Capewell Foundry Chill 


| 
; ‘en Nails. Because they are made of the finest 
i= quality soft iron they fuse quickly into the 
y f casting. In the Capewell line you will 
ee find a foundry nail for every purpose and 
Pe 2 size of casting. Sharp points or blunt 
ends... regular, slim, or extra slim blades. 
Send for samples. No obligation. Simply 


write to... 


THE CAPEWELL MFG. CO., « bepr. 45 « HarTFORD 2, CONN. 


CAPEWELL HACK AND BAND SAW BLADES 





CUT TIME © CUT COSTS For sawing risers and gates, for trim- 


ming castings, order Capewell Hack and 
Band Saw Blades. Capewell’s advanced 
heat-treating produces faster-cutting 
and longer-lasting blades. 


« APEWELL 


THE KEY TO ECONOMY 
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It can be used for banding bundles 
of steel pipes, tubes and coils for 
shipment. It is applied by hand 
wrapping around a load and back on 
itself. It sticks immediately on con- 
tact. The tape is made in 72-yd 
lengths and standard widths of %, 
% and 1-in. with other widths made 
on special order. It will be available 
in transparent, black, white, red and 
blue. 

For more Details Circle No. 22—Page 297 


Indicating Pyrometers: As- 
sembly Products Inc., Main at Bell 
St., Chagrin Falls, O.—Three sizes 








of precision pyrometers for panel 


mounting have unbreakable, clear 
plastic, one-piece front covers. Eight 
ranges cover temperatures from 
minus 75° F to 3000° F with cor- 
responding ranges shown of minus 
60° C to 1600° C. The instruments 
are easily adapted to various lengths 
of thermocouples from a few inches 
up to 100 ft or more. Movements 
are designed for rugged industrial 
service with oversize moving coils. 
For more Details Circle No. 23—Page 297 


Hydraulic Lift Truck: Auto- 
matic Transportation Co., 149 West 
87th St., Chicago—The company’s 
6000 lb low-lift platform truck has 
been equipped with hydraulic lift, 
which provides full control in lifting 
and lowering—an important feature 
when handling green cores. Re- 
placing chains and gearing by a 
hydraulic pump and ram reduces the 
number of parts to maintain. Re 


.C- 





\AUTIMATIC 









is 





lief valves in the hydraulic circuit 
are said to give positive overload 
protection, reducing wear and pro- 
longing the life of the equipment 

For more Details Circle No. 24—Page 297 


Blowers: North American Mfg 
Co., 4455 East Tist St., Cleveland 
5—Seven new sizes of blowers of the 
large-volume, low-pressure type have 
been added to the company’s line 
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Cast Aluminum 


MACHINED 
PATTERN 
PLATES 


Shipped promptly from the 
World's Largest Stock 


All standard flask sizes are car- 
ried in stock. All plates are cast 
with one inch flask margin all 
around PLUS large, well shaped 
ears for flask pins and vibrator. 
Order by flask size, not plate 
size. It will pay you to investi- 
gate this source for quality plates. 


PRICES UNCHANGED SINCE 1944 


Below are some typical prices 


For 3/s”’ Plates, Add 33'/3% For 1/2” 


10x16 $825 12x18 $9.90 
10 x 18 8.80 13x 16 9.65 
11 x 16 8.55 14x14 9.35 
11 x 18 9.35 14x 16 10.15 
12x14 8.55 14x18 12.10 
12x 16 9.05 16x16 12.10 


SEND FOR PRICE LIST TODAY 


Special Shapes and Thicknesses 
to Order 


ARTHUR E. WILL 


643 West 11th Street 
ERIE, PA. 








THE FouNDRY—May, 1950 


They come in either single or two- 
stage units, and may be obtained in 
a directly connected style or with 
V-belts transmitting power from mo- 
tor to the blower impellers through 
a jackshaft. Four-ounce blowers give 
4000 and 4700 cfm with 7% and 10- 
hp, 1750-rpm motors, respectively. 
Eight-ounce blowers give 2480, 4250 
and 4800 cfm with 10, 15 and 20-hp, 
1750-rpm motors. Two blowers with 
50 and 60-hp. 3600-rpm motors give 
6000 and 7560 cfm, respectively 
Cases and bases are of fabricated 
steel plate and balanced impellers 
are of fabricated aluminum. The 
discharge may be ordered in any one 
of several positions. 


For more Details Circle No. 25—Page 297 


Eyeglass Tissues: Dow Corn- 
ing Corp., Midland, Mich.—Eyeglass 
and goggle cieansing tissues are im- 
pregnated with a special silicone in- 
tended to give added clarity and 
luster to glass. This silicone also 
forms an invisible coating that pro 
tects the surface and prevents the ad- 


“ee 
Ld 
Save Your 
Sight f 

s ga 


KEEP your 
GLASSES CLEAN 





herence of most organic materials 
No fluid is required. A tissue dis- 
penser is available for plant and of- 
fice use. It holds a normal month’s 
supply of 3 x 7 in. tissues. 

For more Details Circle No. 26—Page 297 


Polisher: Precision Scientific Co., 
3737 West Cortland St., Chicago 47 
Laboratory tool for electrolytic polish- 
ing of metals for microscopic exami- 
nation is designed for use with car- 
bon steels, alloy steels, copper, brass 
and other metals. The electrolytic 
polisher consists of two units—the 
electrolyte bath and the rectifier as- 
sembly. The bath is made up of a 
glass jar placed inside a stainless 
steel insulated jacket, Space between 
jar and jacket allows flow of cooling 
water around the jar to keep elec- 
trolytes below critical temperatures. 
The rectifier assembly is equipped to 
convert alternating current to direct 








Wear- and 


heat-resistance 
—together 


The addition of Molyb- 
denum to cast iron has spe- 
ciallyapplicable effects where 
good resistance to wear must 
be combined with least 
susceptibility to cracking 
under sudden changes of 


temperature. 


Brake drums, for instance: 
here is a well-proved com- 
position, 3.70% Total Car- 
bon, 1.80% Silicon, 0.80% 
Manganese, with 0.50% 
Chromium and 0.70% Mo- 


lybdenum added. 


This is one of the many suit- 
able economical composi- 
tions in our new booklet, 
“Applications of Molyb- 
denum Cast Irons.’’The busy 
foundryman and engineer 
will find the alphabetical list- 


ing useful—write for a copy! 


Climax Molybdenum Company 
500 Fifth Aven Upaleatee 
“a York City, . 


Please send your FREE BOOKLET 
“Applications of 


Molybdenum Cast Irons” 








Name 


Cammegy.....6.0 522..57._...Sy.. 


Address 
F-5 





HERE’S LOW-COST 
POSITIVE 
TEMPERATURE 
CONTROL... 


with 


Wd irs 


ACCURACY 





Alnor 
Temperature 
Controller 


Now—at a cost far less than you 
may think—yovu can bring auto- 
matic, precise temperature control 
to heat-treating furnaces, bake- 
ovens, etc.—in fact, to any heating 
device whether electrically heated 
or fuel fired. The Alnor Controller 

is simple in design and operation 
—you merely set the pointer at the 
desired cut-off temperature, and 

it’s ready to give you the finest in 
accurate controller service on new 
or existing heating equipment. 
Alnor quality throughout, it features 
the famous double air gap pyrom- 
eter movement; easily read, 6-inch 
mirrored scale; automatic cold-end 
compensator; weather-proof, dust- 
tight case—a truly rugged, precise 
instrument at a price you can 
afford. Write today for complete 
information and price. 

Ilinois Testing Laboratories, Inc., 
Room 523, 511 N. LaSalle St., 
Chicago 10, Illinois. 


PRECISION INSTRUMENTS 
FOR EVERY INDUSTRY 
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current of proper voltage and amper- 
age. All necessary controls are sup- 


| plied. Unit operates on 115v, 60c, 


450w current. 
For more Details Circle No. 27—Page 297 


Power Wheelbarrow: Kwik- 
Mix Co., 126 Milwaukee St., Port 
Washington, Wis.—A large steering 
wheel has replaced the lever bar ar- 


* 





rangement formerly used for guid- 
ing the power wheelbarrow. Steering 
gear ratio has been increased from 
2:1 to 4:1. The unit has a rated hop- 
per capacity of 10 cu ft, or 1200 lb 


| on the platform body. It is powered 


by a standard 4-hp gasoline engine 
and travels at speeds of 1% to 4 
mph, both forward and reverse. 
For more Details Circle No. 28—Page 297 


Motors: Sterling Electric Mo- 
tors Inc., 5401 Anaheim-Telegraph 
Rd., Los Angeles 22—Totally en- 
closed, fan-cooled, variable speed mo- 
tor illustrated here is designed for 
applications in dusty or damp places 
considered unsuitable for drip-proof 
or open motors. Fingertip control of 
speed allows infinite speed adjust- 
ment through either the fingertip 
control on the motor or through me- 
chanical, electrical or lever type con- 





trols. The motor is built with pul- 
leys, shafts, and belts in one com- 
pact unit for ease of installation. 
The company also is producing an 
improved line of gear-head, slow- 
speed electric motors. Feature of 
this new design is that the motor 
can be mounted in any position. It 








1858 x x x 1950 


92 


of Competent Lumber 
Service to Industry 
but- 
specializing in 
lumber for the 
pattern shop 
and the foundry 


* 


COMPLETE 
STOCKS OF 


GENUINE NORTHERN 
WHITE PINE 


CALIFORNIA SUGAR PINE 
NORWAY PINE 
HONDURAS MAHOGANY 


Kiln Dried Super Thickness 
Rough or Dressed 


Address all inquiries to Dept. 
“F’—or Wire or Phone your 
requirements at our expense. 


RIETZ 
LUMBER CO. 


1802-14 N. Central Park Ave. 
Chicago 47 
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also features weatherproof design, 
higher efficiency due to an integrally 
built unit with helical gears, herring- 
bone rotor, ball bearings, compact 
design through the use of offset 
shafts, and positive lubrication. 

For more Details Circle No. 29—Page 297 


Fire Protection: Ansul Chemi- 
cal Co., Marinette, Wis.—Dry chemi- 
cal stationary fire fighting units are 
being built in 500, 1000 and 2000 Ib 
capacities. They are designed to pro- 
tect wide areas where a minimum of 
manpower is available. Unit consists 
of a centrally located steel tank con- 
taining dry chemical and nitrogen 
cylinders (used to pressurize the 
tank). Piping runs underground from 
the tank to one or more hose houses 
where 1-in. chemical engine hose is 
coiled. Hose may be obtained in 50, 
100 and 150-ft lengths. Rate of flow 
of dry chemical is 450 lb per minute. 





Recoil has been minimized by a spe- 
cially designed nozzle. Effective 
range is about 35 ft. 

For more Details Circle No. 30—Page 297 


Resin Binder: Union Carbide 
& Carbon Corp., Bakelite Division, 
122 East 42 St., New York 17—Resin 
binder for producing cores and molds 
from sand has been developed for 
use in the Croning process (described 
in THE FOUNDRY, October, 1948, p. 
130) for casting metals. The new 
resin differs from those used for 
sand core bonding in the past, in 
that it does not require long baking 
and curing and uses relatively small 
volumes of sand. In use the pul- 
verized resin is blended with fine 
sand and the mixture applied to a 
hot metal pattern which forms a 
half mold. The resin melts, forming 
a continuous coating over the pat- 
tern. Excess resin-sand mixture that 
is not melted is removed by invert- 
ing the pattern. The pattern with 
the adhering coating is placed in 
the oven for 1 to 2 minutes for 
further hardening before removing 
the pattern. Cores are made simi- 
larly except that the resin-sand mix- 
ture is blown into a hot split metal 
corebox. 
For more Details Circle No. 31—Page 297 
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How Kelsey-Hayes 


cut belting costs $900 in 8 months 


® Kelsey-Hayes Wheel Co., Detroit, in- 
stalled an 85-foot belt conveyor under 
three shakeouts to handle 200-degree sand 
and red hot scrap. 

In 8 months, K-H burned up two rubber 
belts. Initial cost was $1,600 each. Shut- 
downs were frequent, operating costS CX- 
cessive. Every time a piece of red hot scrap 
fell on the belt, it burned a hole that 
had to be patched immediately. 

Installed at a cost of $2300, Imperial’s 
SUPER-INSULATED SAHARA belting 
lasted 8 months and 8 days on the same 
conveyor. Saving in initial cost was $900 
for the 8-month period. Maintenance costs 
were nil: not one piece of red hot scrap 


burned through the Imperial belt. 








Job-Designed for Hot Materials 


INNER-LOCKED 
Made of 37'2-ounce tight-woven silver 
duck combined with asbestos and special es E LT g ag G 
insulating material and then impregnated, 

Imperial’s Super-Insulated Sahara handles 


: fs : Engi red Belting— 
materials from 450° to 600° F. en 9 


The Right Belt for Each Job 








Write for Data Sheet 47-8 and prices. 





IMPERIAL BELTING CO., 1755 S. Kilbourn Ave., Chicago 23, Ill. 





There’s never 


a SLIP 


When cores are 
vented with ... 






Dependable, time-proven Buffalo Brand Vent Wax. 
Choice of leading foundries for forty years for fast, 
safe core venting. Put it to work for you and watch 


that scrap pile disappear. 


WRITE FOR FREE SAMPLE 


UNITED COMPOUND Co. 


328 SOUTH PARK AVE., BUFFALO, N. Y. 
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GARDWELL “FRANK” LEGGINGS 
GIVE PROVEN PROTECTION 


For over 25 years GARDWELL “FRANK” LEGGINGS have been 
giving unexcelled protection to thousands of foundry workers all 














over the country. 


CHECK THESE POINTS OF SUPERIORITY— 


FIBRE REINFORCEMENT AFFORDS EXTRA PROTECTION against splash, blow- 
outs and impact—this is in addition to heavy canvas reinforcement in 
front of legging 

WIDE RANGE OF LEG ADJUSTMENTS —by means of three heavy duty snap; 
total adjustments of six inches is obtained at top of leggings. 

HEAVY SIDE STAY of non-rusting metal is securely fastened to legging 
without metal tcuching leg 

DOUBLE CHROME LEATHER NON-CURLING FLARE over foot forms perfect fit 
over top and side of shoe 





SEAMS DOUBLE SEWN AND RIVETED at points of greatest wear No. 500 
NO STIFF STEEL SPRINGS. Gardwell ‘‘Frank’’ Leg- 
OVERSIZED LEATHER TAB AT TOP aids adjustment and permits speedy gings are made in 5 
remc val—Outward and upward tug on this tab removes legging in an Styles and 3 Materials— 
instant . ; Chrome Leather, Under- 
Also Available in Spats and Hip Leggings. writers Grade Asbestos, 

Send for catalog of leggings and safety clothing. Fireproofed Duck. 


Safely CLOTHING ww EQUIPMENT Co- 


7016 EUCLID AVENUE CLEVELAND 3, OHIO 
/ PHONE ENbpicort 1-1722 


hill Nails and Spiders 
in many types and sizes 





ACCURATELY CONTROLLED FOUNDRY CHILL, 


>) 


Choose any style from Jumbo to Stubby; 
slim, medium or horse nail blade; 
blunt, pointed, straight or 90° bent. 
There’s a type and size Koolhead 
Chill Nail or Spider Chill to do 
your specific chill job best. 


Visit our booth at Cleveland 
Foundry Show, May 8-12 


Write for G) samples and prices 








ORSE NAIL CORP 


NEW BRIGHTON, PA 








PATTERN 
SHOP 


(Continued from page 133) 
before the pattern equipment is plan- 
ned or estimated. 

Having this information, the found- 
ry should expect the pattern shop 
to consult it and should specify 
or they should jointly agree upon 
the type of pattern best suited to 
the foundry’s equipment and facilities 
for the quantity required. There are 
usually alternative setups for any 
particular pattern or corebox, and if 
there is a time-study or industrial en- 
gineering department involved, it 
might be called upon to estimate the 
cost of the quantity of castings to 
be made, by two or more different 
molding or coremaking procedures. 

By applying the estimated direct 
labor of the various methods, and 
taking into consideration the various 
departmental] burdens—if different de- 
partments are involved—the most eco- 
nomical foundry routing can be deter- 
mined. This can be balanced against 
the cost of the pattern equipment 
necessary for each, the ultimate con- 
sideration, of course, being the cost 
and quality of the castings of the 
specified quantity to be produced 


Estimate The Cost 


If there is no time-study depart 
ment, the foundry foremen involved 
can estimate the production to be 
obtained by the various methods and 
arrive at a reasonably accurate cost 
estimate of each. This often brings 
to light the fact that a few additional 
dollars expended for pattern equip- 
ment often results in lower ultimate 
casting cost, generally better foundry 
production and castings of better 
quality and uniformity, both external- 
ly and internally. 

When the problem is attacked in 
this manner the most hard-boiled pur- 
chasing agent, plant manager, or cus- 
tomer can be sold on the higher cost 
of the original pattern equipment. 

The following should then be de- 
termined and recorded, preferably on 
the pattern blueprint. 

It should be determined whether 
the pattern and coreboxes should be 
of pine, mahogany, aluminum, magne- 
sium, cast iron, brass, plastic or other 
material. If it is determined that a 
white pine pattern will suffice for 
the production required, it might be 
decided that certain lugs, ears, loos¢ 
pieces, thin flanges, etc., should be 
made of mahogany or even metal 
The small increased cost is often 
saved many times in pattern main- 
tenance costs and in uninterrupted 
and increased foundry production 
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Well- Made 


/ 


PATTE NS 


, a can be sure of quality 


patterns, when you buy Well-Made 


wood or metal patterns. 


It’s easy to say our facilities are the 


best but we would 
rather prove it to 
you. 40 years’ ex- 


A well- 


equipped. modern 


perience. 


shop. 


These are plus factors that have 
helped us demonstrate our ability 
to countless outside foundries and 


other industries. 


invited to look 
Ask for ¢ 


50 for further details. 


You are cordially 


over our facilities. 


No. 


catalog 





Well-Cast Aluminum, Magnesium 
and Bronze Castings 


rue WELLMAN 
Bronze & Aluminum Co. 


2509 East 93rd Street 
Cleveland 4, Ohio 


THE FOUNDRY-——May, 1950 





The type of equipment should next 
be decided, whether the pattern 
should be single split loose, 
matchboard, matchplate or and 
drag boards. The single loose pattern 
usually is not desirable nor economic- 
al unless it is a flat-back pattern or 
at least has a straight parting. 

If the design is such that a 
pattern is impractical and the 


loose, 


cope 


split 
quan- 


tity involved warrants only a loose 
pattern, then a follow block or follow 
board often pays for itself many 
times when the parting is irregular 
and would have to be cut in the 
foundry. It should also be kept in 
mind that where a matchboard o! 


matchplate is considered warranted, a 
cast plate of multiple patterns may 
cost less than individually mounted 
wood patterns since only one 
is required for the casting of a match- 


maste! 


plate 
Decide on Mounted Pattern 
If a mounted pattern is decided 
upon, the size of flask, pin centers, 


number of patterns per board or plate 


and the amount of space required 
for gating and heading should b 


If the 


from ons¢ 


taken into consideration. pat 
tern is liable to be moved 
foundry to another, it might be a 
visable to make the plate or boards to 
one size larger flask 
which standard in on 
foundry and not in another. 
It should be determined 
the casting is to be made in 
or dry sand so the patternmaker can 
figure his shrinkage 
cordingly. 
should be marked as 
and core prints and the parting lin« 
of pattern and cores properly outlined 
grinding, this 
grinding 


accommodate 
might be 


whether 
green 


allowance ac- 


Cores such 


surfaces require 
allowance for 


If core 
and the 
should be noted 


pieces or 


core 


If loose driers are in 


volved, these and drying surfaces 
should be noted where possible 01 


necessary. 


If core rubbing fixtures, core set 
ting gages or core setting fixtures 
are required, how these are to be 
used, how the cores are to be rubbed 


how they are to be 
placed in the mold 


and 
and 


or ground, 
assembled 
should be 

If cores are 


noted. 
to be blown, 
of coreboxes that will fit 
blowing machine and/or the 
of attaching to the blowplate 
be taken in consideration. 
Where the gating, heading, etc., 
is to be done by the pattern 
making the pattern, the size and loca- 
tion of gates and risers, and the size 
type and location of chills and vents 
to be determined 
and noted 


the height 
under the 
method 
should 


shop 


provided should be 


TYPE “SA” 


FOR LOW-COST... 
DEPENDABLE ... 
POWERFUL VIBRATION 


@ Designed to remove match- 
plate patterns from sand molds, 
CLEVELAND Type “SA” vibrators 
feature low-cost operation, instant 
Starting with full power, minimum 
working parts, and powerful ham 
mer-like high-frequency vibration. 


Type “SA” air vibrators withstand 
continuous hard use with minimum 
maintenance. Ground, hard-chrome 
plated pistons and anvil-type heads 
are uniformly hardened and resist 
all tendency to ‘‘mushroom”’ 


CLEVELAND Type “SA” vibrators 
are available in seven sizes for a 
wide range of foundry applications 


WRITE FOR COMPLETE CATALOG 
AND PRICE LIST. 





Type SA" with “Z" 


Alternate attac 








Type *“SA-B”’ 





Type “SA-E"’ 











Type “SA-D"’ 
swivel connector 


h- 


ments available 
from stock 






CLEVELAND VIBRATOR CO. 


2789 CLINTON AVENUE 


CLEVELAND 13, OHIO 
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FOUNDRIES USING 


HRS! M AGE 


STRAINER CORES 





A Detroit foundry saves thou- 
sands of dollars each year on cylin- 
der head castings weighing about 
125 pounds. Another foundry, after 
long experience, states, ‘‘In all cases 
a definite improvement was noted if 
the molding procedure included the 
use of AlSiMag Strainer Cores."' 
Improved quality, fewer rejects, have 
added materially to their profits. 

Perhaps you, too, can find new 
profits by using AlSiMag Strainer 
Cores. They are custom-made for 
your requirements. They are strong, 
hard, flat, rigid . . . stand up under 
fast, rough handling. These AlSiMag 
Strainer Cores are not affected by 
molten metal temperatures normal to 
foundries. You get faster production 
and a higher percentage of perfect, 
smooth castings. 


FREE SAMPLES ON REQUEST 


Samples of AlSiMag Strainer Cores from 
sizes in stock are sent free on request. 
Test samples made to your specifications 
at reasonable cost. Write for samples. 
Test them in your own foundry. Keep a 
record of the results. You will see, as 
other foundries have, that AlSiMag 
Strainer Cores pay for themselves many 
times over. 


AMERICAN LAVA 
CORPORATION 


49TH YEAR OF CERAMIC LEADERSHIP 


CHATTANOOGA 5, TENNESSEE 


OFFICES: PHILADELPHIA - ST. LOUIS - CAMBRIDGE, 
MASS. - CHICAGO « LOS ANGELES - NEWARK_N. J 
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After this necessary planning has 
been done co-operatively by the pat- 
tern shop and the foundry depart- 
ments involved, the pattern shop 
then, and only then, is in a position 
to proceed with the making of the 
pattern. 

In addition to furnishing patterns 
which are dimensionally correct, the 
foundry has the right to expect the 
pattern shop to observe and incor- 
porate into the pattern certain prin- 
ciples of good patternmaking which, 
though seemingly fundamental, are 
sometimes overlooked or neglected 
even by supposedly experienced pat- 
ternmakers. 

A few of these points are: 


1. Abrupt changes in section or extremely 
thin sections should be checked with the en- 
gineer and changed if at all possible. 

2. Unnecessarily heavy lugs or bosses in lo- 
cations impossible to feed should be checked 
and reduced as much as possible. 

3. Fillets which are specified and which are 
not sufficient to avoid shrinkage should be 
questioned and changed. If not specified, they 
should be provided of ample proportions. 

4. Loose pieces should be eliminated wher- 
ever possible. This is often possible by run- 
ning pads or bosses to the parting line 

5. If loose pieces are necessary in either 
the corebox or pattern, they should be plainly 
marked so that molding and coremaking time 
is kept to a minimum in placing them; also 
so that they may be readily identified in the 
pattern storage. 

6. When dowels are used for locating loose 
pieces or matching pattern-halves, or corebox 
halves, they should be so placed that the pieces 
cannot be reversed or wrongly placed. Prefer- 
ably two different sized dowels should be used 
to prevent this. 

7. Where loose pieces are necessary and can 
be dovetailed, this is preferable, and properly 
fitting dovetails should be provided to allow 
the proper free movement and drawing of the 
loose piece, together with proper markers or 
tell-tales to insure the correct locating of the 
loose pieces. 

8. Likewise, coreboxes and core prints should 
be designed with proper markers so that it is 
impossible to reverse or set cores wrongly. 

9. Core prints should be of ample size and 
properly placed to obtain good core balance 
when the core is set in the mold. 

10. Where a large core must necessarily be 
overbalanced somewhat, a shoulder with suf- 
ficient sand between it and the casting wall 
should be provided to prevent the core from 
tilting because of its overbalance 

11. Sufficient taper and clearance on core 
prints should be provided to allow the cores 
to be set without shaving or crushing sand. 

12. On the drag prints of large cores a bead 
at the edge of the print should be provided 
to catch any sand which might be shaved in 
setting and which would otherwise prevent 
the core from seating properly. 

13. When possible, cores may be allowed 
to ‘‘kiss through’’ on the cope side to pre- 
vent the shaving of cope core prints when clos- 
ing the mold. This can be done if the core can 
be properly balanced and securely located in 
the drag. 

14. When the body of the core is necessarily 
larger than the drag print and a ‘‘blind set’’ 
is unavoidable, much greater than normal 
taper and sufficient length of print should 
be used so that sand cannot be crushed or 
shaved by the blind set. 

15. Ample draft should always be provided 
and where certain dimensions are marked to 
be held, draft should be provided from these 
points. 

16. Where either insufficient core support, 
lack of means of removing core wires or rods, 
or in some cases lack of means of properly 
venting large cores exists, cored holes may 
necessarily have to be provided, these to be 
plugged in the casting if necessary 

17. In certain coreboxes where the print is 
not the face of the box, means of venting by 
vent plugs or by holes for vent rods through 
the sides of the box should be provided 

18. In large cylindrical patterns, or in light 
casting sections surrounding massive cores, 
the difference in linear shrinkage should be 
taken into consideration. 

19. In large patterns the side boards should 
always be run to the bottom of the pattern 
so that any swelling of the bottom boards will 
not prevent a good draw. 

20. In large patterns proper reinforcing to 
prevent distortion of the pattern during draw- 
ing should be provided. 

21. In large patterns draw straps should be 
run to the bottom of the pattern and pre- 
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SYVZTROW 





VIBRATING SCREENS 
Wet or Dry — Single or 
Multiple Decks 





_ VIBRATORY FEEDERS 
Finger-Tip Control of the Rate 
of Bulk Material Flow 





BIN VIBRATORS 


| Moke Stubborn Materials Flow Freely | 








VIBRATING GRIZZLIES 
Both Feed and Scalp 
With One Unit 


For Your Feeding 
Classifying and Conveying 


Problems! 


Write for illustrated literature 


SYNTRON CO. 


Homer City, Pa. 


540 Lexington 
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ferably hooked under the bottom, if possible, 
to insure that the full load of drawing the 
pattern is from the bottom 

22. Sufficient rapping and draw plates, prop- 
erly supported, should be provided so that 
the pattern is not damaged by rapping and 
draw spikes. 

23. When properly advised by the foundry 
of the location and size of heads and gates, 
the location, size and type of chills and loca- 
tion and size of vents, the pattern equipment 
should be marked with this information unless 
a separate record of such information is main- 
tained on a job history or routing card. 

24. A durable, moisture resistant, nonstick- 
ing coating should be applied to all wood pat 
terns and coreboxes 
















New Safety Films 
Are Offered 


National Safety Council, 20 North 
Wacker Dr., Chicago 6, has developed 
a new training aid in the form of a 
quiz on film. Entitled “What’s Your 
Safety IQ?” the film shows com- 
mon, unsafe, off-the-job actions and 
conditions that can cause accidents 
in the home, in traffic and in recrea- 
tion. As each set of hazards is 
shown, viewers are asked “What's 
wrong with this picture?” and are 
given 12 to 15 seconds to spot safety 
srrors. Then the narrator points out 
hazards and tells what could be done 
to remove or avoid them. 

Also available is a film entitled 
“Easy on the Eyes.” It presents an 
emotional appeal for workers to real- 
ize what their eyes mean to them, 
then shows how easily eyesight may 
be lost. 

The films are available in 35-mm 
sound slidefilm and a new type of 
16-mm sound film which is a combina- 
tion of motion pictures and still 
photos. Prices for purchase, preview 
or rental may be obtained from the 
council. 


* REINFORCED FOR 
HEAVY-DUTY SERVICE! 


This Sterling Wheelbarrow has a rein- 
forced tubular steel frame with special 
steel nose shoe. Provides perfect bal- 
ance for forward end dumping and extra 
strength for heavy duty service. Rugged 
construction includes V-shaped tray 
braces and 12-spoked steel wheel. Ideal 
for wheeling sand, scrap, castings, coal 
and other heavy bulk materials. Can be 
furnished with pneumatic or zero pres- 
sure wheel. Prompt shipment. 





Write for literature. 


ie oF 
=~ 


Book Review 4 Af Ld i , 


Alloy Steels, Cast Iron and Non- 
ferrous Metals, by F. Johnson, cloth, 
516 x 8% in., published by the Chemi- 
cal Publishing Co., Brooklyn, Price 
$5. 

The author is head of the depart- 
ment of metallurgy, Central Technical 
College, Birmingham, England, and 
the material has been prepared for 
use as a text by engineering students. 
Considerable of the text is devoted 
to various phases of rolled steel, in- 
cluding production processes, types 
of alloy steels, high-speed steels and shorten the cycle from days to hours 


applications of heat treated steel. @ Packing in pots is entirely eliminated, reducing the fuel 


One chapter is devoted to heat requirement —the labor cost and improving working 
treatment of cast iron. Brief informa- conditions. The tonnage tied up in production is much 
tion is given on composition, struc- reduced, speeding deliveries. You'll get a better, more 
ture and heat treatment of cast irons, uniform, and scale free product—in shorter time — at 


lower cost. Continuous or batch types. We build furnaces 


Meehanite, special duty cast irons, , : ; 
for every annealing and heat treating requirement. 


austenitic cast irons, martensitic cast 
irons, malleable cast iron, etc. Write today for Bulletin No. 461. 


The work has been reproduced from T | E & L & Cc T « i i F U R Ad A Cc & Cc o 
e 


an English text by the offset process 
which is not too satisfactory in re- 
‘ 7 GAS FIRED, OIL FIRED AND ELECTRIC FURNACES @ 
producing micrographs. — 
FOR ANY PROCESS, PRODUCT OR PRODUCTION 
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THREE STEPS TO BETTER CASTINGS 
with ASBURY GRAPHITE PRODUCTS: 


visiT us AT Z) KLEEN-A-KAST 


BOOTH 307 


an outstanding shake-on facing 


seman, © PLUMBAGO 
| Convention F 0 p f W A S i 


| Cleveland, O. 





Better Finish — Easier Cleaning 


PIPE REDUCER 


CARBON & NON CARBON 


MAIN OFFICE & WORKS 
ASBURY, NEW JERSEY 


May—8 to 12 QO 














*ALL CAPACITIES 


& *ALL TYPES Including ‘ 
& TIMKEN WORM GEARED LADLES 
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(Continued from page 141) 

is attached to the adjacent sand 
conditioning unit. Sand from _ the 
shakeout unit drops through the 
screen into the boot of a _ vertical 
bucket elevator and is lifted to a short 
cross-conveyor belt. The latter dis 
charges the sand into an elevated 50- 
ton storage hopper, or bin. From the 
bin 2000-lb batches are discharged 
below into a sand muller where 
moisture, additional bond, etc., if re- 
quired, are added. Sand from the 
muller is discharged into a bucket 
elevator and lifted to a transverse 
conveyor belt for distribution to 
either of two 200-ft-long conveyor 
belts extending along each side of 
the molding department. These belts 
extend over the tops of the storage 
hoppers at the molding stations in 
the machine and floor molding de 
partments. 


Use Albany Sand 


Molding sand in general use in the 
foundry for copper-base and alumi 
num-base alloy castings is No. 1 
Albany with a grain fineness number 
of 110 to 130, and contains 12 to 15 
per cent clay. Moisture content runs 
about 6 per cent, permeability about 
15, and green compressive strength 
about 8 psi. When required for heavy 
castings, more open types of sand 
for backing sand are available 

Core department is at one end of 
the 53-ft bay. Small and medium 
size cores are made on the bench 
and on core blowing machines. De 
partment is equipped with 16 benches 
arranged in two rows, and two core 
blowing machines. Large cores are 
made on the floor. Two types of 
sand are used for making the cores 
One is a coarse type of 40 to 50 
grain size for large cores. The other 
is a medium sand with a fineness of 
110 to 120. Large cores are faced 
with the same sand to obtain the 
desired surface finish. The cores are 
baked in gas-fired shelf or room 
type ovens depending upon the size. 

Cleaning and finishing department, 
as previously indicated, is located in 
a separate building across from 
foundry. Also constructed of brick 
and steel sash, it is about 30 ft wide 
and 200 ft long. A narrow-gage track 
connects the cleaning department and 
the foundry, and castings are trans- 
ported between the buildings on a 
small car. The first operation per- 
formed on the castings is wet ab 
rasive blasting conducted in a 16 x 
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20-ft unit located in one end of the 
building. 

Following this operation, the gates 
and risers are removed on any of 
several machines available for the 
purpose. These include three band 
saws, an abrasive saw using a thin 
disk, and two heavy type steel cir- 
cular saws—one with the saw 
mounted to cut in the vertical plane, 
and the other arranged to saw in 
the horizontal plane. Circular saws 
are about 24 in. in diam, and mainly 
are used to remove heavy gates and 
risers. Other equipment is employed 
in cutting off light and medium sec- 
tion gates and risers. 

After the gates and risers are re- 
moved the castings are subjected to 
chipping, grinding and filing opera- 
tions as required. Smaller castings 
are ground on two double-wheel stand 
grinders, while the larger and heavier 
castings are ground with air-driven 
portable grinders. Chipping is done 
with pneumatic equipment. Cleaning 
department also houses a welding de- 
partment for salvaging certain types 
of castings where such operations 
are permissible. Following the vari- 
ous cleaning and finishing operations, 
the castings are inspected carefully 
to see that they meet requirements 
and then they are placed in the ship- 
ping department for distribution to 
other departments where they are 
utilized singly or in assemblies 

Operate Special Unit 

Earlier in this description of the 
nonferrous foundry of the Naval Gun 
Factory, mention was made of a 
special molding unit located in the 
37-ft bay. It was designed and con- 
structed by the Gun Factory for pro- 
duction of gray iron 3-lb practice 
aerial bombs. As indicated in Fig. 1 
the unit consists of a cope and drag 
unit comprised of two jolt rollover 
molding machines. Molds from the 
drag machine are placed on a gravity 
roller conveyor about 55 ft long. Cope 
molds are placed on a short length of 
roller conveyor, and then shifted by 
a hoist to the drag mold and closed 
upon it. At the end of the 55-ft con- 
veyor run, the molds make a 90 
turn to a parallel roller conveyor 
along which they are pushed by a 
pneumatically-operated ram. The 
molds are poured near that end of 
the conveyor and then pushed about 
100 ft where they are lifted off by 
a hoist and set on a short length 
of roller conveyor at a right angle to 
the other. This carries the mold to 
a vibrating shakeout unit. Flasks are 
returned to the molding machines on 
a roller conveyor. The castings are 
placed in tote boxes, and the sand 
discharged into a muller. After con- 
ditioning, the sand is transported on 
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UNIVERSAL TESTING MACHINE 


This is @ very practical machine for tensile, 
transverse and compression testing. Its ca- 
pacity, equivalent to 150,000 Ibs. per square 
inch, on a standard .505 specimen. Best of 
all, it is priced within reach of the average 
prospective user. It weighs approximately 
500 Ibs., stands 4 feet 4 inches, comes equip- 
ped with gauges, grips, blocks and motor, 
is fully automatic, and is exceptionally sim- 
ple to operate. If you want quick, accurate 
answers to questions concerning tensile, trans- 
verse and compression qualities of metal ob- 
jects, just invest in this compact, practical 
universal testing machine. It will pay its 
own way in the saving of laboratory fees. 


DETROIT TESTING MACHINE CO. 
9390 Grinnell Avenue 
DETROIT 13 MICHIGAN 






































WOOD and METAL PAT TERNS 


FULLY MACHINED PATTERNS and CORE BOXES 
of Aluminum. Magnesium, Bronze and Steel 
—_ —_ ——=@Pi ATES “PLATES 
| LESSeree Cees PATTERNS PLASTIC -PaTTERNS 

*CORE BOXES *CORE BOXES 


PERMANENT MOLDS and DIES 


Non-ferrous Sand Castings . . . Zinc and Aluminum Die Castings 
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Molder’s Shoe 
Ever to Bear 
The Name 
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15 quality features 
to make this NEW steel toe 
molder’s shoe the most 


semayzing Value 
we have ever offered! 


See Your Foundry Supply 
Dealer or Write today to 


Safety First 
SHOE COMPANY 
HOLLISTON 1, MASSACHUSETTS 
West Coast Branch: Pacific Bldg. 
16th St., Oakland, Calif. 


eS ee ee eS a 
Safety First Shoe Co., Holliston 1, Mass. 
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: col Send facts and prices on 
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Economy Molder #7263 To: 





























an overhead belt to storage hoppers 
over the molding station. 

Practice bombs must be held with- 
in the tolerance 3 lb plus or minus 2 
oZ, and are made eight in a mold, in 
two rows of four each connected to 
a central runner. Pouring sprue is 
located in the center. Molding sand 
employed is a synthetic type made 
with sharp sand of 110 to 120 grain 
fineness. Production is 2000 bombs 
in an 8-hr shift. 

Unique feature of the process is 
that the iron is melted in a low- 
frequency, 60-cycle, 125-kw electric 
furnace of 1000 lb capacity. This 
furnace is located in a nearby build- 
ing with a number of other similar 
units used for melting brass and 
bronze poured into bars for rolling 
into sheets, billets, etc. The furnace 
has a monolithic lining comprised of 
silicon carbide refractory rammed 
into place. 


Heat With Gas Torch 


At the beginning of the melting 
campaign, the empty furnace is heat- 
ed with a gas torch for %-hr to 
bring the lining up to about 1000°F, 
and then 700 lb of molten iron is 
poured into the furnace. That iron 
is melted in crucibles in the nonfer- 
rous foundry. Following addition of 
the molten iron 900 lb of cold iron 
composed of 50 per cent pig iron and 
50 per cent return scrap is added. 
Also is included 2 lbs of ferrosilicon 
per 100 Ib of melt. 

About 1% hr is required to melt 
and bring the charge up to a tem- 
perature of 2700° F. Then 400 lb of 
the charge is poured into a transport 
ladle, and 400 lb of cold material 
added to the furnace. In 20 minutes 
the procedure is repeated, and this 
cycle is followed throughout the 
shift. At the end of that time the 
power on the furnace is reduced to a 
standby rate just sufficient to keep 
the charge in a molten condition until 
the next morning. Power consump- 
tion is 460 kw per ton. Composition 
of the iron poured in the bombs is 
3.10 per cent TC, 2.67 per cent Si, 
0.057 per cent S, 0.4 per cent P, and 
0.54 per cent Mn. 

Transport ladle holding 400 lb of 
iron is placed on a car and pushed 
the short distance from the melting 
building to the nonferrous foundry. 
There it is picked up by a crane and 
carried to the pouring station at the 
special molding unit. After the cast- 
ings are shaken out they are placed 
in tote boxes and taken to an abra- 
sive blasting room located outside the 
steel foundry. Final grinding and 


| finishing is accomplished in a section 
| of the steel foundry devoted to simi- 


| 


lar work on a wide variety of small 
steel castings. 


: May 8 to 12 
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Corp. 


1390 EAST 40th STREET 
CLEVELAND 3,3 @ 


2520 WEST LAKE STREET 
CHICAGO 12, ILLINOIJUS 
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Annealability of 
Malleable Iron 


(Concluded from page 143) 


the right the nodule count. 

Fig. 2 was prepared because a 14 
per cent rejection was indicated by 
our quality control method of ex- 
amining 100 representative test lugs 
each day, using dated castings. The 
chart shows the trend but does not 
show the severest effect where a 
nodule count of as low as 100 was 
found in castings. 

Fig. 3 was developed because at 
4 p.m. a severe oxidizing condition 
was encountered due to a “bridge 
over” in the cupola. Operations were 
stopped and a heavy addition of 
ferrosilicon was added to the air fur- 
nace. All affected iron was held 
separate through the anneal and no 
rejection was encountered. However, 
on other iron not receiving the extra 
heavy treatment of ferrosilicon, 6 per 
cent rejection was indicated. 


Restore The Nodules 


This experience is presented to call 
attention to the effect of deoxidation, 
which is known to alleviate the det- 
rimental effect of over-oxidation. It 
has been demonstrated that it re- 
stores, in part at least, the num- 
ber of nodules. It may be well to 
point out, however, that deoxidation 
can be overdone, with attending loss 
in fluidity, poor sulphide form and 
danger of primary graphite. 

Figs. 4 and 5 are presented to show 
the effect on nodule count of melt- 
ing conditions of 25 per cent and un- 
der oxidation of silicon. On these 
days no rejection after anneal was 
encountered. 

This information indicates that 
malleable iron metallurgists would 
alleviate foundry castability and an- 
nealing troubles if oxidizing condi- 
tions during melting were more close- 
ly controlled and, in case of inad- 
vertent excessive oxidation, some 
steps were taken to properly de- 
oxidize the metal before casting. 

It also suggests that a closer study 
of this phase could enlarge on our 
conception of the formation of 
“spores” and mechanism of graphit- 
ization. 

For those who may contemplate 
checking these results or enlarging 
upon them it should be borne in mind 
that the standard deviation is rela- 
tively large necessitating a fair num- 
ber of tests to avoid the possibility 
of obtaining misleading results. 


Ramapo Foundry & Wheel Works, 
Ramapo, N. Y., lost its machine shop 
in a fire recently. 





THE FOUNDRY—May, 1950 








9 
FMC S Professors of Foundryology 
ARE AT YOUR SERVICE 
And Present a few of our Leaders 
for Overnight Shipment... 


@® AKRO COMPOUND @ FIRE CLAY 
@ BENTONITE (CEDAR HEIGHTS) 
(NATIONAL) @ FIRESTONE 
@ BLAST SAND (SCloTo) 
© BOTTOM BOARDS @ MILL STARS 
“FMC” (ALUMINUM) ® MOULDING SANDS 
@ CORE BLOWERS ® MOULD WASH 
eae © PARTING and PASTE 
@ CORE PLATES 
“EMC” (ALUMINUM) @ SEACOAL 
@ CORE WIRE @ SILICA SAND 
@ FIRE BRICK (WASH DRIED & CRUDE) 
(AUREX) @ SILICA FLOUR 


44 GRADES OF CORE, MOULDING, AND SILICA SANDS 
“FMC” ALUMINUM BOTTOM BOARDS AND CORE PLATES 





TELEPHONE 564 


FOUNDRIES MATERIALS compan) 


MAIN OFFICE AND WAREHOUSE 
BRANCH COUNTY SAVINGS BANK BUILDING 


COLDWATER, MICHIGAN 
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FOUNDRY COKE 


ww e LA 
for Better Melting 
This is not just a tricky catch phrase. 
It’s what you get when you use Semet- 
Solvay Foundry Coke in your cupolas. 
What is ‘‘better melting’’? It’s melting 


your iron hotter, faster, cleaner. 


SEMET-SOLVAY DIVISION 
Allied Chemical & Dye Corporation 
CINCINNATI + DETROIT « BUFFALO 
In Canada: SEMET-SOLVAY COMPANY, LTD., TORONTO 
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CONTROL 
Blowability. 













CONTROL 
Cracking, 
Sagging, 
Overhang and 
Stand-up 
Abilities. 
GREEN PROPERTIES 
CONTROL 
Green 
Strength. 
. 4 
CONTROL 
Green : 
Hardness. 
BAKED PROPERTIES 
CONTROL 
Baked 
Strength, 
Deflection. 


CONTROL 
Core Hardness, 
Surface and 
Sub-Surface. 





CONTROL 
Hot Strength. 
Collapsibility 

Rate. 
Spalling. 
Expansion. 





Write for additional information 
to Dept. F-1 


CONTROL EQUIPMENT 





9330 ROSELAWN « DETROIT 4, MICH. 
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REETINGS: Once again we have 

the pleasure of welcoming you 
to the home town of THE FOUNDRY. 
The splendid program of technical 
sessions and the large list of exhibits 
indicates a week of AFS-sponsored 
activities in Cleveland which few 
foundrymen will want to miss. Ad- 
vance information promises a show 
which should rank high among other 
famous Cleveland exhibits of the past. 
The 1923 exhibit was the first large 
scale industrial show to be held in 
Cleveland’s Public Auditorium. The 
1930 exhibition will be long remem- 
bered for the fully mechanized gray 
iron foundry which was operated in 
one of the temporary buildings then 
located on the Mall to the west of the 
Auditorium. In 1938, exhibitors were 
able to show the progress that had 
followed the years of depression. War 
had become a reality in 1942, and 
foundrymen toured the exhibit halls 
to find machines and materials that 
would permit maximum service to 
the nation. By 1946, the war was 
over, and machines for increasing 
production to meet pent up demands 
were sought by convention visitors. 
Perhaps foundrymen will be thinking 
of improving quality and cutting pro- 
duction costs as they take in the 
1950 convention and exhibition. 


Greeters: Practically all of the 
gang will be on hand to greet you 
and perhaps shoot the breeze. Edi- 
tors will include Frank Steinebach, 
Bill Gude, Ed Bremer, Pat Dwyer, 
Bob Herrmann, Erle Ross, Joe Sul- 
livan, Harry Richey, Don Cadot, 
Robin Allen, Virginia Taylor and Vir- 
ginia Harms. The business staff will 
include the following: Jack Lathrop, 
Al Klingeman, Jack Ahrens, George 
Pope, Al Johansen, Ken Mountain, 
Rand Ebersole, Jim Green, Ed Franke 
and Mary Jane Kimpel. 


with the EDITORS 


Resting: When you get tired 
tramping the spacious exhibit halls 
we hope you will drop in at THE 
FOUNDRY exhibit for a visit It is 
Booth 1212 and is located almost in 
the center of the large upper Lake 
side Exhibit Hall. See you there 


Organizations: In addition to being 
the most frequently used AFS con- 
vention city, one of the leading found- 
ry centers of the country, and the 
home of THE FOUNDRY, Cleveland also 
is noted as the home of four trade 
organizations serving the foundry in 
dustry, as follows: Foundry Equip 
ment Manufacturers’ Association, En- 
gineers Building; Gray Iron Founders 
Society, National City-East 6th Build- 
ing; Malleable Founders’ Society, Un- 
ion Commerce Building; and the Steel 
Founders’ Society of America, Mid 
land Building. 


Selling: Fulton Foundry & Machine 
Co., Cleveland, has a smooth and ef- 
fective way to get its sales message 
over to customers. A revival of its 
technical dinners recently brought 
together 200 purchasing agents and 
designing engineers from a radius 
of approximately 100 miles. Follow- 
ing an excellent dinner, A. C. Den- 
ison, company president, and others 
from the organization, presented data 
on properties and applications of its 
meehanite castings. The editor can 
vouch that it was a good party 


Reprints: During the course of a 
year, a tremendous number of re- 
prints are prepared by the Penton 
Press of material appearing in THE 
FOUNDRY. For example, during 1949 
customers purchased 358,385 reprints 
of advertising pages and 62,125 re- 
prints of editorial articles, or a grand 
total of 420,510 reproductions.—-F’.G.S 





- 























You will find easy chairs, and a good view of the passing parade at Booth 1212 
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Files Complaint on o 


Sand Freight Rate 7 DESIGNERS AND 

National Industrial Sand Associa- 7 
Prog 258 y ‘aia Scedbiaiihiad. tne 8 UiL D & a Ss 0 - Ki 
filed a complaint before the Inter- S om ECIA Ll F 0 UN D R y 


state Commerce Commission protest- 


ing the high rates for shipping sand MA CHIN ES. oa , s 
in box cars. Originally box car rates posal ; Bieri at . 

&6 ‘ x . ‘ i . eee | 
open top equipment, but with the ‘ o ° 
percentage increase which has been For imsfance .... here are two typical jobs 


applied across the board, that dif- 


ferential has increased so that in we have engineered to solve special problems 


many instances box car rates are 





were about 15 per cent higher than 





® for a STEEL foundry—Molding Machines 
This job consisted of 4 special power-rollover-power draw- 
roll out units for installation on a turn table with sand- 
slinger operation. For making heavy-duty, steel truck wheel 
drag molds. Results—extreme accuracy of molds and con- 
siderable saving in labor. 


© for an automotive foundry core room 
19 special rollover-power draw units for a turn-table set- 
up. In the OLD arrangement, 6 machines with specially 
trained operators were used. In the NEW setup, 9 
Sutter-designed units were placed in the same floor 
The first edition of this volume by space and ordinary labor used. Results—production in- 


i S 4 e d 
Mr. Dietert was > ’ st p - Special Rollover crease : 
fr. Diete is one of the most popu 7 Pp ; _ ie _ ' sites 
lar books to be published by the so- ; Core Machin We Invite Your agqu ry 


ciety, and many foundrymen, who 


were unable to obtain copies, will be S U T T FE 4 Pp # 0 v U C TS C 0. 


50 per cent more than open top 
equipment. 


Book Review 


Foundry Core Practice, by Harry 
W. Dietert, cloth, 548 pages, 6 x 9 
in., published by the American Found- 
rymen’s Society. Price $10. 








glad to know that a second and en- 
larged edition now is available. The 
new edition has been completely re- 
vised to incorporate developments in 
coreroom practice since 1942. Ap- 
proximately 40 pages of new material 
have been added. The work repre- 
sents an exceedingly broad viewpoint, 
since over 100 leading authorities 
in the foundry industry collaborated 
with Mr. Dietert in preparing the 
text. 










Albany Molding 


The text discusses at some length Berlin Coresand 
the types of core sands and the vari- *Blackhawk Silica 
ous locations of deposits throughout pte Molding 

A ° tliv 
the country. This is followed by a me Grseet 

; ; 7 Muskegon Lakesand 
discussion of core binding materials Portage (Wis.) Silica 
and a chapter on core mixtures. Red Flint Annealing 


Silko Molding 
Tennessee Molding 
*Tam Zirconite 


BONDING CLAYS 


The mechanical problems of pro- 
ducing cores and handling sand are 
covered in chapters dealing with stor- 


age and conditioning fF cor - 

6 ‘ hs snes 6 Cote me *Goose Lake & Pedro Fireclay 
terials, mixing equipment, core pro- *Grundite Bonding Clay 
duction methods and equipment, core *MX80 (Granular) Bentonite 
ovens and core baking. *Panther Creek Bentonite 
; : ‘ *Volcl Bentonit 
Handling of cores from the time olclay Bentonite 
they are baked is covered in chap- ABRASIVES 
*Certified Shot and Grit 


ters saline , Ore ; shi - a 
ers dealing with core finishing op Matinsinttinn Gat ent Gn 








erations, core coatings, core handling, *Blackhawk Sandblast Sand 

and core setting. Information also *Flintbrasive 

is presented on procedures for deter- *Titan Nozzles 

mining the properties of cores and — REFRACTORIES & MISC. 

core mixtures and for controlling core Firegan Ganister : . . 

sir ad SOF COMSEORING CONN rote gt nso Main Office: 606 W. Wisconsin Ave. 
Gen'l. Refr. Firebrick MILWAUKEE 3, Wis. 

The final chapters deal with knock- New Castle Firestone 
ng out cores, reclamation of core *Five Star Wood Flour MILWAUKEE es DAly 8-0140 
sand, the economics of core produc- Fluxing Limestone 


Wood—Slabs and Edgings ST. PAUL . . EMerson 6312 


tion, casting surfaces affected by core *Microsil Silica Flour 
sand mixtures, and defects caused *Zirconite Flour and Wash MUSKEGON “es © © 4-7248 
by faulty cores. An extensive bibli- *Whse. Stocks carried. 
ography is provided. 
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TO GET AN 


ACCURATE 


BRINELL 


IMPRESSION 


with this hardness 
testing machine. 





Brinell Testing Machine Model J, 
especially designed for small shops, 
laboratories, heat-treat plants, 
schools, foundries, etc., requires no 
laboratory techniques. Merely lift 
handle to apply load. Nothing to 
get out of order. Accurately cali- 
brated for loads of 500 to 3,000 kilo- 
grams. Manually operated—dead 
weight type; bench or floor models, 
also motorized. Write for literature 
showing other exclusive features. 
SEND US YOUR TESTING PROBLEM 
We can supply or develop the ma- 
chine you need. Full line of hardness, 
transverse, tensile, ductility, com- 
pression and hydrostatic machines. 
Send us details of your problem. 


Steel City 
Testing Machines, Ine. 


8845 LIVERNOIS * DETROIT 4, MICH. | 

















... RADE PUBLICATIONS... 


Fore More Details on these Items Use Reply Card—Page 297 


S ECTIONAL CONVEYORS: 
\ Robins Conveyors Division, 
Hewitt-Robins Inc., 270 Passaic Ave., 
Passaic, N. J.—Bulletin 132 describes 
a sectional conveyor, easily assem- 
bled in the field, made in widths of 
18, 24, 30 and 36”, with head and 
tail sections and any desired number 
of intermediate truss sections to 
form a conveyor of any length up 
to limitations of the belt. Two types 
are described: Protected screw type 
for conveyors up to 200’; vertical 
gravity type for longer installations. 
For more Detaiis Circle No. 90—Page 297 


NONFERROUS CASTINGS: 
American Brake Shoe Co., National 
Bearing Division, 4930 Manchester 
Ave., St. Louis 10—TIllustrated book- 
let gives physical properties and com- 
parative specifications for 27 differ- 
ent bronze alloys and five aluminum 
and manganese bronzes. It also de- 
scribes the complete manufacturing 
facilities the company has available 
for the manufacture of nonferrous 
bearings and castings. 

For more Details Circle No. 91—Page 297 


PNEUMATIC TOOLS: Rotor Tool 
Co., 17325 Euclid Ave., Cleveland 12— 
New booklet is entitled “How to 
Choose and Use Portable Tools.” Top- 
ical headings are: The economic ap- 
proach, fallacies in figuring, select- 
ing the right tool, standard and semi- 
Standard tools, compressed air sup- 
ply and cost, air power distribution, 
and selecting the right hose. 

For more Details Circle No. 92—Page 297 


COMBUSTION CONTROLLERS. 
Selas Corp. of America, Erie Ave. & D 
St., Philadelphia 34—Bulletin SC-2.1 
discusses design, construction, capac- 
ities, and accessory equipment of 
positive and centrifugal type com- 
bustion controllers for precise, auto- 
matic control in industrial processes 
which utilize heat. 

For more Details Circle No. 93—Page 297 


MATERIALS HANDLING: Hyster 
Co., 2902 N. E, Clackamas St., Port- 
land 8, Oreg.—Form 1129 covers at- 
tachments, tools and accessories de- 
signed to lower the cost and increase 
the ease of handling materials with 
the company’s lift trucks, straddle 
trucks and mobile cranes. 

For more Details Circle No. 94—Page 297 


TEMPERATURE REGULATOR: 
Spence Engineering Co., Grant St., 
Walden, N. Y.— [Illustrated folder 
describes construction and operation 
of one of the company’s temperature 
regulators. It shows how the unit is 
adapted for storage heaters and in- 
stantaneous heaters. 

For more Details Circle No. 95—Page 297 


ALUMINUM PAINT: Skybryte 
Co., 3125 Perkins Ave., Cleveland 14 
—Folder presents information and 
prices on six special aluminum paints: 


For applying directly over rusted 
surfaces, for heat resisting interior 
application, for heat resisting ex- 
terior use, for painting rusted chain 
link fences, an acid and alkali resist- 


ing formulation, and a utility alu- 

minum paint. 

For more Details Circle No. 96—Page 297 
CHOOSING SUPPLIER: Conti- 


nental Foundry & Machine Co., 220 
Grant St., Pittsburgh, Pa.—Booklet 
entitled “How to Choose a Supplier” 
discusses basic considerations which 
should govern the selection of a sup- 
plier of steel castings as well as other 
industrial suppliers. 
For more Details Circle No. 97—Page 297 
TIMERS: Zenith Electric Co., 152 
West Walton St., Chicago 10— Cata- 
log sheet describes an impulse timer 
without gears and clutch which pro- 
vides for continuous repeat of im- 
pulse signals, or to operate current 
on and off in equal periods of time. 
Other timers also are described. 
For more Details Circle No. 98—Page 297 
TESTING LABORATORIES: Har- 
ry W. Dietert Co., 9330 Roselawn 
Ave., Detroit 4—Folder deals with 
two different, complete high temper- 
ature testing laboratories for deter- 
mining the physical properties of 
molding materials and ceramics at 
elevated temperatures. 
For more Details Circle No. 99—Page 297 
SAFETY: American Optical Co., 
Southbridge, Mass.—Booklet entitled 
“How to Set Up and Conduct a Safe- 
ty Rx Program” contains information 
on the planning or expanding of a 
program of eye safety through the 
use of prescription safety goggles. 
For more Details Circle No. 100—Page 297 
INDUSTRIAL EQUIPMENT: Pre- 
cision Equipment Co., 3714 North Mil- 
waukee Ave., Chicago 41—Catalog 
features steel shelving, clothing lock- 
ers, drawers, boxes, and other steel 
equipment. Dimensions and prices are 
included for each item. , 
For more Details Circle No. 101—Page 297 
GLOVES: B. F. Goodrich Co., 500 
South Main St., Akron, O.—Industrial 
and acid gloves are pictured and de- 
scribed in a new catalog section. 
Various types are listed, complete 
specifications given, and the uses 
for each kind outlined. 
For more Details Circle No. 102—Page 297 
MOBILE CRANE: Silent Hoist & 
Crane Co., 885 63rd St., Brooklyn 20 
—Illustrated bulletin 73 deals with 
the company’s front boom industrial 
crane of 5 tons capacity. Specifica- 
tions are included. 
For more Details Circle No. 103—Page 297 
BLOWERS: Buffalo Forge Co., 
P. O. Box 985, Buffalo 5—Ilustrated 
bulletins 3014-D covers electric blow- 
ers and exhausters. Charts showing 
capacities and static pressures of var- 
ious models are included. 
For more Details Circle No. 104—Page 297 
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Illustration at right shows 
cope and drag equipment 
for truck wheel, made 
from one spoke (1-6) of 
wheel. Photograph by 
courtesy of Erie Malle- 
able Iron Company. 





PRESSURE CAST 
MATCHPLATES 
AND COPE AND DRAG PLATES INCREASE PRODUCTION 
AND CUT YOUR COST ontyone master pattern does it! From it we 


make you single or multiple pattern match- 








plates, casting them under pressure in 
plaster molds. Why not find out exactly 


GREE ORME BEBE HGS 
© 


how much we can save you by this method, 
aa —" i or by furnishing cope and drag plates 
Daa re which likewise jump production and lower 
your costs? Write us for quotations now, 


while the matter is fresh in your mind. 


cet 
#6 IS Tee 


% ‘ . A . A \' SN A re # i Y 
A, : ie. ENS | 
Pages e ME #« 

a <* * <<" ar § 





These matchplates were made from single-gated (left) and master patterns (right), respectively. 


THE TOLEDO MATCHPLATE COMPANY 


530 State Street Toledo 2, Ohio 


(Affiliate: Plaster Process 
Castings Company, 6922 Car- 
negie Ave., Cleveland 3, Ohio) 


















COPE and DRAG PLATES 
PROFIT BY OuR MAN Y YEARS O F EXPERIENCE 
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LetPYRO 


Save You Time & Money! 














Measure Foundry Temperatures 


Accurately . . « at a Glance! 





fied PYRO Optical Pyrometer. Proved 


actual use . 


needed! 


iron when measured in the open. 


plete. 


AVAILABLE IN 5 RANGES from 1400 
7500  F. 





Write for FREE CATALOG +80 


For Better Temperature 
Control in 
Non-Ferrous Foundries 


PYRO IMMERSION 


PYROMETER 


Accurate temperature control is a must 
fo assure low cost production of UNI- 
FORM, SOUND CASTINGS. That's why 
the new PYRO Immersion Pyrometer is 
indispensable in any modern non-ferrous 
foundry—in crucibles, ladles and fur- 
naces. 








The PYRO Immersion Pyrometer is 
shock-proof, moisture-proof, dust-proof 
and immune to magnetic influences. With- 
stands ronghest handling. Shielded steel 
housing. “Protected Type’’ and “Bare 
Metal" thermocouples interchange _in- 
stantly without adjustment or recalibra- 
tion. Large, 4-inch scale is easy to read. 
Has exclusive LOCK SWIVEL. 
0-1500 and 0-2500° F. 


Ranges 


Write for FREE CATALOG +150 





SEE THEM AT THE FOUNDRY SHOW. 


Optical 


mbied PY RO Pyrometer 


Any operator can quickly determine tem- 





peratures of minute spots, fast-moving ob- 
jects and smallest streams with the simpli- 


in 


. foundrymen swear by it! 


SELF - CONTAINED—DIRECT READING—No 


correction charts, accessories or upkeep 


ACCURATE—"'Special Foundry Type’’ and 
“Triple Range’’ models also have Red cor- 
rection scale to determine true spouf and 
pouring temperatures of molten steel and 


LIGHT IN WEIGHT—Weighs only 3 Ibs. com- 


to 


rue PYROMETER INSTRUMENT co. 


New Plant and Laboratory 


BERGENFIELD 6 
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NEW JERSEY 





It’s the new PERFECT MIX MULTIMIXER that kneads, 
as it turns, as it rubs to give you the most modern equip- 
ment of its kind on the market today for better cores— 
better castings. Sizes from 3 to 60 cu. ft. Hundreds of 
units in operation. Direct motor drive—no clutch—no 
belts. A real time saver—cost cutter. 


Sold only through nationally known foundry and equip- 
ment dealers. Consult your supply dealer or write direct. 





MULTIPLEX MACHINERY CORP. ‘ci7.° 


No. 4-A 
Self Dumping 


Careful balancing makes Penn Buckers self 
dumping when loaded and self righting 
when empty. Welded construction pre- 
vents “‘clinging’’ makes them empty easily 


and completely. 


WRITE TODAY FOR NEW BULLETIN 
DIMENSION SHEET AND PRICE LIST 


—— 
aor EQuy, 
~ 












PENN IRON WORKS 


READING, PENNA. 
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SUPER TAMASTONE 
MAKES GOOD SHOWING! 














SEE FOR YOURSELF the savings 
that are possible with SUPER 


of profits! 


\leable - . TAMASTONE the perfect pat- 
caster Ma D MACHINISTS | .ancasTER F 
Lan UNDERS tern compound! 
ra) 
ished 1910 o.nrusr le 
ail — @ Now, you can make your own pat- 
tern equipment, with your own men, 
right in your own foundry. 
® Now, you can make loose patterns 
7 we nave mea ° ° . 
— vqxor of FoDTUarT, J nagtne- T Sots pay big profits by converting odds and 
n reply %2 Jee, auring the fina nave The cirst tim ends jobs into Super Tamastone match 
Tamastone a ae - S snstruc - —— 
mate we e , the prot ¢ gated _cope at plates. 
es ou gave ceil ae We were | 
after J no nad & ate cord to m8 
“ ym inum aul t po nswer ® ° 
We ney ord eeause ¥O COer one was thy ates ® Now, you can speed production up 
. ou Pee accoun. gates: . 6 vly aft tor ly 
> 1088 Ngs off the made PFoPi ery savieree io to 400% on large cope and drag mold- 
ur 2a aboves erna they , mold 
as 58)" res and *°* « nigh 28s 7? ; . 
: i yo we ret made ill punning “— 
T pelisice and it ** * 
= ours very © stings Read letter at left . . . Here’s proof 
cancer er,,™ 
Mg 
Y Vit 


DONT FORGET... 


® Tamms No. 100 
LIQUID CLEANER for 
CORE BOXES and 
CORE BLOWING EQUIPT. 


@ Tamms 
DEMOUNTABLE FRAMES 


® Tamms 
PLASTIC METAL FILLER 


@® Tamms 
METALINE COATING 


®@ Tamms 
MODELING CLAY 


Write for SAMPLES! 
TAMMS INDUSTRIES, INC. 


(formerly Tamms Silica Co.) 


228 N. La Salle St.. Chicago 1, Ill. 
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TAKE ATIP... 


from many of the nation’s largest grey iron and 


steel foundries . . . use TAMMS No. 90 IRON D 

OXIDE. You will get better, cleaner, higher ELAYs1 
quality castings . . . you will reduce cleaning e 
costs... you will prevent core burning, veining, 


penetration. If you haven't already tried TAMMS 
No. 90... write today 
you a SAMPLE! 


Order Today! 


we will gladly send 


ASSURED) 
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GE OF HANDLES AND p 
wit gee Trscon Steel Flask Penge LUG 


pss¥ The needs of your particular operations Qn "ce 

can be met efficiently by Truscon welded end handles, 

welded corner handles and welded handle sockets for two man 
handling. Straight trunnions and heavy split trunnions are 
available for mechanical handling. e Truscon Pin Lugs 
are available as follows: Single or double-bearing JS 
welded combination handle and pin lug for use 
on one-man flasks. Single or double welded type 
pin lugs, and double face welded type dowel pin 
lugs, for use on one or two man flasks. e Ask / 
an experienced Truscon Steel Flask man to 
help you make the best choice. e Write for 
illustrated catalog on Truscon Steel Flasks. 


TRUSCON STEEL COMPANY 


PRESSED STEEL DIVISION 7 6100 TRUSCON AVENUE 4 CLEVELAND 4, OHIO 
TS" RSIDIARY OF REPURLIC STFEL CORPORATION 








“OLIVER' | 
CUT-OFF SAW 


for pattern 
shops 

















DO MORE WORK AT LESS COST 


because they deliver more power per cubic foot of 
air consumed, are light in weight for easier maneuver- 
ability and they retain their new tool power longer. 


Operates by light touch 
Saves space ARE PREFERRED BY OPERATORS 
Accurate to .005-inch because they are lighter in weight, better balanced and 





designed to reduce shock and be free from vibration. 


The ‘Oliver’ Cut-Off Saw gives you accurate, IF YOUR PROBLEM i 
ion—i NCLUDES 


@ See our latest straight-line operation—insured by the suspended 


machines for link motion. Makes straight cuts with saw or 
pattern shops 





chipping, ramming, grinding, buffing, sanding or 


cut-off wheel for metals. Saw returns to original 


in our exbibit P P t . 
at the A.F.A. locked position automatically with no rebound. wire brushing, write us today for full particulars. 
Convention in Precision-built with ball bearings for smooth op- | 
Cleveland , . : 
eration and low maintenance costs. Write for 
Bulletin 94-D. THE MASTER PNEUMATIC TOOL COMPANY, INC. 
ORWELL, OHIO e@ U.S.A, 
OLIVER MACHINERY COMPANY 
Since 1890 GRAND RAPIDS 2, MICHIGAN SERVICE * STOCK + OS 
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DO YOU CAST GEARS? 


Make them Better... at less Cost 
with HERCULOY GEAR BRONZE 


Just look at these typical prope rties... 
Tensile strength 65.000 psi. 


Yield strength 30.000 psi. 


LLlongation 25 per cent 


.. all over 50° higher than you get from SAE 65 and similar gear bronzes! 


Just check over these spec ial values ol Her uloy Ceal Bronze ae oe 


Costs less than high-tin gear bronzes. Hardness. toughness. and resistance to distortion 
and wear exceptionally high. Corrosion resistance excellent. Combines high yield strength 
with good ductility. Easy to melt and cast... free of dross and fumes. Casts well in sand, 


permanent, or plaster molds. Has smooth, clear as-cast finish and machines readily. 


Write Dept. S. J. today for a 4-page bulletin on Herculoy Bronzes. 


e e * 
Seduce Milas Dwiion 
120 Broadway, New York 5, N. Y. 


on 
ve 





American Smelting and Refining Company, 
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“The best known 


Hanna has provided foundry- 
men with constantly im- 
proved iron for more than 75 
years! Hanna has always been 
willing to experiment and to 
incorporate new ideas that 
control crystal growth and 
lead to more uniform and 
higher quality castings of 
greater strength. 





The famous HannaTen 


10-pound ingot 


You can depend on 
Hanna for best re- 
sults whether you 
use the HannaTen 
ingot or the 40-pound pig. 


The coguter Manne Hanna’s wide experience is 
40-pound pig 





yours upon request. 


New type Hannatite for nodular use 


FOUNDRY MALLEABLE BASIC 
HANNATITE 
SILVERY « FERRO-SILICON 


Brands: 
SUSQUEHANNA + BUFFALO - DETROIT 





THE HANNA FURNACE CORPORATION 


Buffalo * Detroit * New York « Philadelphia ¢ Boston 
MERCHANT PIG IRON DIVISION OF NATIONAL STEEL CORPORATION 
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¥ DAYTON RING VALVE 


BENCH 


) RAMMER 


MORE POWER—MORE SPEED 


You'll get more production with 
these faster, more powerful ram- 
mers and at the same time sub- 
stantially reduce maintenance 
costs. 


The Valve Units will last for years. 
The Cylinder Bores and Piston 
Rods are HARD CHROME 
PLATED which doubles the life 
of the Rammer. Many of the larg- 
est foundries in the country have 
already adopted them as standard. 
Made in six sizes to meet every 
requirement. 


Send for Bulletin 300 


DAYTON PNEUMATIC TOOL CO. 


Manutacturers of Pneumatic Tools Since 1903 


DAYTON, OHIO 
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-_ PRODUCERS OF 
. PEENBLAST 
- CLEANBLAST 
ALLOY 99 








EXCLUSIVE TRIPLE 
MIXING HOES... 


Tops in the field! Triple mixing Hoes 
have adjustable blades . . . easily set 
for correct clearance. Mixing is thorough 
and “end to end’’. Advance CMC de- 
sign makes charging and discharging 
easier than ever before! 6 cu. ft. capa- 


city shown. Write today for full deta‘ls. 


(  ONSTRUCTION Munn ( ‘ors. 
WATERLOO. OWA USA 
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This amazing new proving machine will give you accurate test 
of any blasting shot or grit. 


®@ Actual blasting conditions are reproduced inside the machine 
which accurately measures the value of any blasting material 
and enables you to select the right shot or grit for your blast- 
ing job. 


®@ Costly waste of “buy and try” is eliminated. 


© Ask for a free demonstration in your own plant with your own 
shot or grit. 


Developed by the makers of “AMASTEEL Trualloy", 
“PEENBLAST", “CLEANBLAST” and “ALLOY 99" 


ALLOY METAL ABRASIVE CO. 


311 WEST HURON ST. ANN ARBOR, MICH. 





TERRE HAUTE 


SPECIAL 


FOUNDRY COKE 


* 


A QUALITY PRODUCT 


RENEWABLE 
DRUM LINERS 


Easily replaceable, 
full-hard abrasion 
resistant alloy steel 


drum liners are your 








assurance of lowest 


Sold Exclusively by 


, . ‘ ~™ a . 1 
Rervuntic Coat & CoKE Co. 
8 South Michigan Ave., Chicago 3, Illinois 


upkeep and mini- 


mum operating costs. 


BRANCHES, Peoria * New York » Indianapolis * Milwaukee * Minneapolis * 
Detroit « Cleveland « Cincinnati « Evansville 


Menufactured ot Terre Haute, indiana by INDIANA GAS & CHEMICAL CORPORAT 
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PRESSURE MATCH PLATE CO., Inc. 


ALUMINUM PRODUCTION PATTERN 
EQUIPMENT UP TO 56'x74" 


Pressure Cast by the Plaster Process Method 


COPE & DRAG PLATES, MATCH PLATES, GANG CORE 
BOXES, DRYER PATTERNS, PATTERN CASTINGS 
ACCURATELY DUPLICATED FROM YOUR MASTER 


LET US HELP YOU GET BETTER CASTINGS AT LESS COST 


We solicit your inquiries. Layout sheets available 


PRESSURE MATCH PLATE CO., Inc. 
1013-1015 North Front St., Philadelphia 23, Pa. 
Telephone: LOmbard 3-7210 
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NONFERROUS 
FLUXES 


LADLE COAT 


Th as u of s elusive Angle Desi ip- 
eacttnipuendty Goleenaaentieen | PERMANENT 
Co.) permits the use of these Buffalo Chaplets in thinner 
gauges. MOLD SPRAY 


Direct advantages are the ability to burn in more easily 


Greater Strength 


Burn in more easily 
. 
Less Chilling 


and a greater resistance to chilling. Stocked by the Following Jobbers 

Th .  — 7 . 3 . Boston, Mass. Malcolm G. Stevens Co. 
I Fy i promotes immediate fusion with the Brooklyn, N. Y. stow Ver Quad & Racken Co. 
molten metal. Phi'adelphia, Pa. .. George F. Pettinos Co. 


Minncapolis, Minn. The Foundry Supply Co., Inc. 
Chicago, Ill. .... Foundry Supplies Co. 
Cleveland, Ohio Hoffman Foundry Supply 
Dayton, Ohio Fenton Foundry Supply Co. 
Detroit, Michigan Wolverine Foundry Supply Co. 
Indianapolis, Ind. John M. Glass Co. 
St. Louis, Mo. M. W. Warren Coke Co. 
Los Angeles, Calif. Independent Foundry Supply 


ROSSBOROUGH SUPPLY COMPANY 


Your requirements may be met with Buffalo 
“Angle Stem” (Single) or “Double Angle” 
Chaplets, in a range of four metal gauges. 
Complete information, samples and prices 
promptly furnished. 


CATALOG NO 15 MAILED ON REQUEST 
Contains useful data on complete line of chaplets 











‘aed SUPPLY & EQUIPMENT CO., INC. 


211 CHANDLER ST., BUFFALO 7, N. Y. 





1457 West Ninth St. Cleveland, Ohio | 
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No need for 
battleship thickness 
in flask walls. Correctly engi- 
neered thickness, highly durable materials, 
and scientific design, as exemplified in Truscon Steel Flasks, 
, give battleship service without unnecessary weight or shop 
handling costs. @ Truscon Steel Flasks have a long record 
pm \ of success in foundry operations, particularly under extreme con- 
; \ ditions of heavy service. An experienced Truscon man will be glad 
to explain the many advantages which Truscon Steel Flasks offer you. 
















Write for illustrated and descriptive catalog. 


TRUSCON STEEL COMPANY 


PRESSED STEEL DIVISION > 6100 TRUSCON AVENUE « CLEVELAND 4, OHIO 
SUBSIDIARY OF REPUBLIC STEEL CORPORATION 





ere WESCO CORE BLOWER 


""Core Blowing Operations" 
INSERTING DRILL for SHORT or Long Runs 





Small Foundry saved 
25% of cost in first 
month of operation 





*.. Uniformity of holes + Faster insertion of vent 
* Correct Depth 


CORE BOX VENTS 


Large Range— 
from smallest core to 
6# in weight 


No channeling 


Automatic sand filler 





DEEP HEAD SHALLOW HEAD 
Wide or Narrow Slots a = or Narrow Slots MESH 
014 .010 .010 -035 


VENT CLEANER 


Air Chuck optional 


You need this’ core 
cost cutter. Write for 
Bulletin ‘‘F’’ 





for Cleaning Slots 
Made of Tempered Steel, Easy to Use 


C.M.JMILLIE & CO. WESTERN HDWE & SPECIALTY MFG. CO. 


3830 No. Fratney St., Milwaukee 12, Wis. 
1124 WOODWARD HGTS., FERNDALE 20, MICHIGAN 
TOOLS * PRECISION MACHINED and GROUND PARTS © FIXTURES 
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Clean Flasks Faster... 
Eliminate Flask Damage 





FLASK RAPPERS 


Powerful, dependable units — quickly and easily 
moved from one station to another. Day after day 
“BRANFORD” pneumatic Flask Rappers deliver unfail- 
ing service under the toughest conditions. 


Made in seven sizes to handle flasks from 20 inches 
square up to 20 feet by 24 feet by four feet deep 
green or dry sand. Jaw takes wide variation of flask 
flanges 

Send for Shakeout Questionnaire 


Speed Up Production... 


By Eliminating Slow-downs in 
Feeders, Hoppers & Storage Bins 


Use “BRANFORD” Hopper 
and Bin VIBRATORS 








Three inch “BRAN- 
FORD” four bolt side 
mounting vibrator on a 
442 ton conical sand 
“a =6storage bin. 


No poking—no sledging. The heavy foot-pound im- 
pact of the rugged “BRANFORD” Pneumatic vibrator 
completely breaks up clogged or hanging materials. 

Send your equipment specifications for our recom- 


mendations and quotation. Complete catalog on 
request. 





NEW HAVEN VIBRATOR CO. 


130 CHESTNUT STREET NEW HAVEN 7, CONN. 








PERMANENT MOLD MACHINE 


SAVE ON TIME & MOLD COSTS 
USE INSERT TYPE MOLDS 





FEATURES 


@ ADJUSTABLE FOR VARIOUS THICKNESS MOLDS 
@ USE EJECTOR PLATE VERTICAL OR HORIZ. 
@ TILTING STAND 
@ HARDENED RACKS & PINION 
@ GROUND GUIDE BARS 
@ ADJUSTABLE BAR CENTERS 
@ AUTOMATIC TIMER (OPTIONAL) 
@ MEEHANITE FRAMES 
@ BUILT IN TWO SIZES 





FOR INFORMATION & PRICES WRITE 


RESERVE MACHINE & TOOL CO. 


10026 DETROIT AVE. CLEVELAND 2, OHIO 
DESIGNERS & MANUFACTURERS OF PERMANENT MOLDS 

















BLOWERS and 
EXHAUSTERS 


for 
AIR and GAS 


CENTRIFUGAL TYPE 
SINGLE AND MULTI-STAGE 
Y2 LB. TO 7 LBS. PRESSURE 
Y2 HP. TO 250 HP. 


Since back in the al 
'90's, these trust- = 
worthy Blowers and Ex- Sr —-?_“ 

hausters have been faithfully ~~ MULTI-STAGE 
serving American industry—for STEEL BLOWER 
agitation and aeration — for com- 

bustion — for cooling and ventilating— for gas and 
acid production — for conveying — and numerous other 
applications having various pressure and vacuum 
requirements. 

If you have a problem in handling air or gases of 
various densities, temperatures or chemical compositions, 
write today for latest bulletin, B-5, on Lamson Blowers 
and Exhausters. 


LAMSON CORPORATION 


BLOWER DIVISION 
514 LAMSON ST. SYRACUSE 1, N.Y. 
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Producers of SUPER HEAD ,j\ styles of 
‘ Accurately © 
Made for © 
Better 
Castings 








Ye", Ye" & Ve"" Heads available up to 3 inches in length 


4580 East 7Ist Street 
or O's 3. toe wee) ine) 


Standard Foundry Nails available 
in all lengths. 


- 
y 


USE THE | 
IDEAL FUEL FOR... 


DRYING MOLDS... PREHEAT CASTINGS 
- ON MOLTEN METALS . . . RECAR- 
BONIZE STEEL . . . MELT SOFT METALS 


@ The long-burning, uniform, penetrating heat of 
Ford Charcoal Briquets makes it the ideal fuel for an 


increasing list of foundry uses. And it's portable— 
F L F x. rr F OA M to save you valuable time, space and money. Order 


veal today, and write for interesting information on use 
— FILTER MASK — 


and equipment: 





. FORD MOTOR COMPANY 
Easier to breathe through and talk through than Er TD 


an ordinary handkerchief . . yet filters non-toxic IRON MOUNTAIN « MICHIGAN 
nuisance dusts as small as 1/25000 of an inch! 


© Extremely light in weight — only 1 ounce complete. 
® Self-adjusting to every face size. SAMPLE 
$150 


POST PAID 


® Simple in design with only 4 
interlocking parts. 


Dust protection your workers will welcome and WEAR! 


ie 
Write TODAY for descriptive circular Charcoal Briquets 


THE GOGGLE PARTS COMPANY , ell 
1468-70 W. 9th St. . Cleveland 13, Ohio The heat-packed a 
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and there you have a method whereby you can increase 
your foundry production and improve your practice! 


RADIUM RADIOGRAPHY 


is new, i - i it yliar advantages’ ‘!!/ustration shows 60 steel castings being photographed simul- 
o oom, compass we Seay selageay, Set Me gente bd taneously. The gamma rays, flying in all directions, go through 


have been finding increasing favor with steel foundries. The first com- 24; 4. castings at once, making 60 exposures of the 60 castings 
mercial radiograph with radium was made in 1930—an exposure of the 
sternpost of the cruiser “‘Chester’’—and by 1948 200 steel foundries 
throughout the country were using radium radiography. The equipment is 
absurdly simple, and, since it may be rented or leased, no capital ex- 
penditure is mecessary. No special training is required to operate it, 
either. The constant activity of radium, the even dispersion of its rays 
with a minimum of scattering; the portability of the equipment and sim- 
plicity of operation all combine to make radium radiography a sound 
commercial proposition for manufacturers of steel castings. Write today 
for case histories and additional information. 


RADIUM CHEMICAL CO., INC. 


570 Lexington Ave., N. Y. 22, N. Y. Chicago: Marshall Field Annex Bidg. 
3723 Wilshire Bldg., Los Angeles 5, Cal. 
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CORE BOX VENTS 





Here's part of a complete line of DEMMLER core box vents— 
rigidly constructed in varying sizes of slotted brass—siotted steel 
—and screen mesh. Orders filled promptly from stock. 


Control overheating—be a meter miser. Use the Wheelco BRASS — CORE BOX VENTS 
Mets . : adiuat: Slot widths: .010”, .013”, .015” 

Molten let al Thermocouple with the adjustable exten Diameters: Ve", 3/16", Ya", 5/16”, %”, 7/16", 2", %”, M4", 
sion as a sensing unit and the “Distant-View™ Scale Pyrom- Ye", 1", 1a", 12" 
eter for accurate quick-checks of furnace, ladle and pour- ‘ STEEL SLOTTED CORE BOX VENTS 
ing temperature to achieve added production economy. Slot widths: 010", 013", , =e > wr er ae me 

Wheelco instrumentality in action gives you finer Comegone weer 0 Mae, S/16", HW", 7/16", Ya", WO", MA", WH". 
finished products, lower production costs — ask for 7 ‘ SCREEN TYPE CORE BOX VENTS 
Bulletin MC-1, Wheelco Instruments Company, 724 W. Mesh: #30, 40, =50 1.0 - ae ” Yor " 34" Yor 
Harrison Street, Chicago, Illinois. weno Mh 2 AX, SG", We, 7/16", Va", We", 3A", We", 


2” 
SPECIFICATION CIRCULAR ON REQUEST 


, -DEMMLER ¢é4z. 
wheelco Ot) electronic comtrals Wm DEN QWlescodl 


Visit the Wheelco Booth No. 1128 
American Foundryman's Society, Cleveland, May 8-12 
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There's a Complete Line of CASTMASTER Die Casting Machines 


HIGH SPEED PRODUCTION MODELS FOR PRODUCING 
SMALL TO THE LARGEST SIZE CASTINGS! 


Precision Built by 
Die Casting Engineers 


@ Cast-Master Die Cast- 
ing Machines are de- 
signed and built by 
engineers with years of 
experience in the Die 
Casting Industry. Each 
model has been given 
months of actual opera- 
tion under the most se- 
vere conditions. 


All Cast-Master Models Can Be Converted 
From Cold Chamber to Gooseneck ! 


UES che VAR -) Geel) tee Send for COMPLETE 


5005 EUCLID AVENUE ° CLEVELAND 3, OHIO ILLUSTRATED CATALOG 
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LOOKING FOR A 
PLACE TO SAVE? 


You Can Cut Your Wheel Costs 
With a MARSCHKE GRINDER! 


Every grinder in the Marschke line is built with two objec- 
tives in mind: (1) to give you a machine which will get 


the most work and the longest wear out of your grinding é Fy 


i 
wheels; and (2) give you a machine with long, reliabie We also make Core Sugapow 
and trouble-free service. The first is achieved through MOTOR CHAPLETS 











elimination of vibration; the second, through quality mate- This Patented Chaplet holds cores 
rials and engineering know-how. cs? op better because its Open Head permits 
The name “Marschke” means more than just quality, it means va'> aS sounder packing of sand under head 
a complete line of grinding tools, adaptable to the solution and around the stem. 
of any grinding problem. Give us information on what BOILER CHAPLETS, Write for Bulletin No. 48 
you're up against, maybe we can suggest a solution. emerpe report ; 
DOUBLE HEAD CHAPLETS CLEVELAND CHAPLET & MFG. CO. 
and other types. 1197 W. 67th St., Cleveland, Ohio 


VONNEGUT 


MOULDER CORPORATION 
1839 MADISON AVENUE + INDIANAPOLIS 25, INDIANA 
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DELIVER COMPRESSED AIR 


to point of use 


COOL — CLEAN — DRY 


* 


Tarticlimme, an one 

MURPHY A. S. F. a 

(Aftercooler — Separator — Filter) A 

COMPLETELY AUTOMATIC 
* 


MONEY BACK 
GUARANTEE 





Built in 1” to 6” pipe 
sizes and for capacities 


of 50 to 2,000 CFFAPM. 


Write for 
descriptive literature. 


LOE AFTERCOOLERS © SEPARATORS © STRAINERS © TRAPS 
7ee0 SPRAY GUNS © PISTOL SPRAYERS 


GUARAR 5 aif 


comeaouc's JAS. A. MURPHY & CO. 


ry 
FIFTH AND VINE STREETS, HAMILTON, OHIO 
Moisture Elimination Up To 3000 Pounds Per Square Inch 











Close-up View of Hannifin 
Pneumatic Cylinder 








Tus MOLINE MACHINE 
TURNS OUT THE WORK FASTER! 


THE MOLINE 55 MOLDING MACHINE ILLUSTRATED IS 
EQUIPPED WITH A HANNIFIN PNEUMATIC CYLINDER 





Here is a heavy duty portable machine with a 
power feature. The Hannifin air cylinder enables a 


molder to turn out consistently good molds. He can | - | G IR @] |? 











do it steadily up to the end of his working day— HIGH 
wit 
without fatigue. Large flasks and heavy jobs can | OF 


be handled better. Naturally the Moline 55 in- | A BLAST FURNACE sie 
creases production and lowers costs. The men who | 


SEVENTY YEARS OF SERVICE Smelted from Superior quality 
lake ores, high grade metallur- 
gical coke and limestone, using 
our own local No. 1 Sharon Seam 


MOLINE coal. 


1RON WORKS a a mero 


Luinols, U.S. 


use them like them! Write for detailed information 


and prices. 


ccna lDiceainconionnss 








A “blend” with JISCO 
is sound metallurgy. 






MOLINE, \ 





THE JACKSON IRON & STEEL Zoeeany WAGs 


JACKSON, OHIO 
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CMD PNEUMATIC 

CORE BARROWS 

With single or double 
wheels 


CMD WOOD FLOOR 
FLASKS 
All sizes and shapes 


CMD DUAL-PURPOSE 
CORE TRAYS 


TEXTITE AIR SEPARATOR 
Cools, cleans and dries the 





CMD NON-WARP, NON-BURN 
SLIP JACKETS 


WRITE TODAY for free copy of 
illustrated catalog on CMD foun- 
dry equipment and specialties, 
including complete specifications 
and price lists. 


CMD PNEUMATIC 
CORE TRUCKS 
Minimize core chafing 


and breakage 





CMD WOOD BOTTOM BOARDS 


All sizes and shapes 








ee air in one operation. No 
Pg moving parts. Saves air tools. 
Nothing to replace. 







CAST WITH 
a 


Any Shape Casting 






Low COST 
WITH 
UNSKILLED 

LABOR 


HIGH PRODUCTION ~ 
WITH LOW RATE 
OF REJECTIONS 


IRON CASTINGS 
WITHOUT 
CHILL 


WIDE 
VARIETY 
OF METAL 
ANALYSES 


> * 4 LOW COST GREEN SAND OR DRY SAND CORES 


IDEALLY SUITED FOR 


SOIL PIPE FITTINGS 





Write today for new illustrated bulletin No. 149 


CENTRIFUGAL CASTING MACHINE Co. 
P.O. Box 947 Nathan Janco, Pres. Tulsa 1, Okle. 
SS A LL ee eS 
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1928 West 46th Street 








MAUGHLIN 
PATTERN LETTERS 
AND MONOGRAMS 


A Hammer Blow Secures Letters To Pattern 


The Maughlin Pattern Letters are made of hard aluminum 
alloy to withstand severe usage and have a number of 
points on the underside so they can be attached permanently 
to the pattern. 

Industries of the United States and Foreign Countries are using 
Maughlin Pattern Letters With The Points. Some, who formerly 
cast their own letters of lead, have found it to be much more 
economical to use the Pattern Letter With The Points. 

Our facilities for making special dies for Monogroms & Trade 
Marks are of the finest, enabling us to quote you extremely 
low prices. 

The COST of the Pattern makers time alone applying lead 
letters to a pattern, EXCEEDS the cost of the Maughlin Pattern 
Letter. 

Large Stock Carried assuring immediate delivery. 


THE H. P. MAUGHLIN CO. 
953 Ingleside Ave., Columbus, Ohio 


Manufacturers of letters and numbers exclusively for over 30 years 
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CUT core BAKING TIME 50% 








WITH G-E 12300 FAST-CURING RESIN CORE BINDER 





You can SAVE MONEY 


HERE’S PROOF! 


1. A 3-lb. half-core for differential hous- 
ings: Former time—2 hrs. With G-E 12300 
—% to 1 hr. Reduction—S50 to 65%. 

2. A 10-Ib. truck axle core: Formerly—two 
passes through tower oven. With G-E 12300 
-one pass only. Reduction—50%. 

3. Tensile test cores: Former time to achieve 
maximum strength—40 min. With G-E 
12300—16 min. Reduction—50%. 


Gow can pit youe comfitonce i 


You'll find you can reduce baking times by 50% and more by 
using General Electric’s G-E 12300 phenolic resin core binder. 


Besides reduced baking time, G-E 12300 
offers (compared with conventional oil 
binders) lower cleaning costs, fewer casting 
rejects, and less breakage, because of its ex- 
cellent collapsibility, shakeout, high perme- 
ability and low gas evolution. 


For more information on how G-E 12300 
can improve your core room technique, 
write to Section El, Chemical Department, 
General Electric Company, Pittsfield, Mass. 


GENERAL ELECTRIC 


with 








in the PRODUCTION and 
DESIGN OF CASTINGS 





for 


producing BETTER BRASS 


FUNDAMENTALS 





By Clarence T. Marek 
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JOHN WILEY & SONS, INC., Dept. F-5-50 
440 Fourth Ave., New York 16, N. Y. 
Please 
FUNDAMENTALS IN THE PROD 
CASTINGS. If I decide to keep the book, I will remit $4.00 
plus postage; otherwise I will return the book postpaid. 


Name 
Address 


City 











and ALUMINUM 
CASTINGS 


Write for Particulars and 
TRIAL SAMPLE. 








This practical book shows the engineer 
how to design engineering parts so that 
they may be cast with the least expenditure 
of labor and material. The author presents 





techniques, skills and practices in casting 
production so that you may direct casting 
design toward economical casting production. 
March 1950 383 pages $4.00 


EXAMINE BOOK FOR 10 DAYS 


ON APPROVAL COUPON 
send me, on 10 days’ approval, a copy of Marek's 


ICTION AND DESIGN OF 


Zone State 
(Offer not valid outside U. S.) 


WILLIAMS Buckets 









\ "HOOK-ON” 
SINGLE LINE 


Special Type for 


FOUNDRY SERVICE 


3/8 to 2 cu. yd. cap. 


‘ Send for descriptive bulletin. 


THE WELLMAN ENGINEERING CO. 
7019 Central Ave. Cleveland, Obto 
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A New Name in the Sand Industry 


SARGENT SAND CO. 


SUCCESSORS TO RAIL SAND DIV. OF BRIDGEPORT CORE SAND CO. 


(DISSOLVED JAN. 1ST 1950) 








Pits Owned and Operated at: UNBONDED 
@ VASSAR, MICH. (C.80.R.R.) AFA FINENESS INDEX 90 | ‘aus 


@ MILLINGTON, MICH. (N.Y.C.R.R.) | AFA FINENESS INDEX 110 | jeeuciBLE 
@ JUNIATA, MICH. (C.&O.R.R.) AFA FINENESS INDEX 95 CLAY 
@ LUDINGTON, MICH. (C.&O.R.R.) AFA FINENESS INDEX 44 | CONTENT 











The above sands shipped crude. VASSAR and MILLINGTON sands also shipped dried. 
Our big productive capacity is your guarantee of prompt service. 


CALL US OR OUR DISTRIBUTORS FOR PRICES AND SAMPLES 


Represented by: 


Warner R. Thompson Co., Detroit, Mich. National Foundry Sand Co., Detroit, Mich. 
Keener Sand & Clay Co., Columbus, Ohio Peerless Mineral Products Co., Conneaut, O. 
In Canada: George F. Pettinos (Canada) Ltd., Hamilton, Ontario 


SARGENT SAND CO. 


Home Office: 2840 Bay Road Phone: 3-4422 Saginaw, Michigan 
Cement, you can make a close match in 


3 Shades 
FERGUSON SS 


FOR A CLOSE MATCH 
with YOUR castings 
rrained castings use Smooth-On No. 4AA, 
COMPLETE FOUNDRIES hich th ye ‘ae a caatiend finish. 











When you true up surface blemishes in 
castings with Smooth-On No. 4 Foundry 





AND For medium gray metal choose No. 4A. 

For dark gray, coarser grained pieces 

METALWORKING PLANTS you'll find Smooth-On No. 4B a match. 
Experienced foundrymen use Smooth-On 


on 26n Foundry Cements regularly to fill in 
One Contract — One Responsibility harmless but disfiguring sand and blow 


holes, pock-marks, porous spots and small 
dents. If your supply house hasn't 








A WORLDWIDE Ss ERVI Cc E Smooth-On No. 4 Foundry Cements, 
write us, 
Completely New Plants FREE Sample and 
Extensions to Existing Plants Handbook 


Modernization Programs 
Engineering Reports and Surveys 


THE H. K. FERGUSON COMPANY 


INDUSTRIAL ENGINEERS & BUILDERS 
(Who have recently acquired O. D. CONOVER ENGINEERING CO., 


Internationally-known Foundry Engineers) 


Write for free trial sample—specifying shade 
you wish to try. We'll send also the famous 
40-page Smooth-On Handbook of time-saving, 
money-saving repairs made with various 


Smooth-On Iron Cements. Send NOW. 


SMOOTH-ON MFG. CO., Dept. 17. 
570 Communipaw Ave., Jersey City 4, N. J. 


Do it with SMOOTH-ON 


District Offices: 19 Rector Street, New York; FOU | DRY CEM ENT 


M & M Building, Houston; Chicago; Los Angeles; Cincinnati. 





Executive Offices: Ferguson Building, Cleveland; 
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ELECTRIC MELTING 
FURNACE 


. as ever, the dependable furnace for the 
production of high-grade stainless, alloy 
and rimming steels. 






Precision-built, gear-driven mechanisms for 
maximum safety and dependability. 


AMERICAN BRIDGE COMPANY 
General Offices: Frick Building, Pittsburgh, Pa. 


Contracting Offices in New York, Philadelphia, Chicago 
San Francisco and other principal cities 
United States Steel Export Company, New York 


—— 
$9208 raga Se 


sgitdret 
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ENGINEERS 


* 
FOUNDRY MANAGEMENT CONSULTANTS 
424 E. WELLS STREET MILWAUKEE 2, WIS 


Permit us to show you how “satisfactory” operations can be improved. 


ee 





PAS Ye 








Reduce Use of Chills 


in Gray Iron Casting 








AMERICAN BRITISH CHEMICAL SUPPLIES, Inc. 


N il how d 180 MADISON AVE. NEW YORK 16, N. Y. 
ae ae en ae SS ee A. B. C. FOUNDRATES-FLUXES & COATINGS 
get hard chilled oe add for Aluminum—Brass—Bronze & Grey Iron 


are made of 


DEPENDABLE COMPOSITION under LABORATORY CONTROL 
TELLURIUM at our plant Kay Fries Chemicals Co. 

West Haverstraw, N. Y. 
. : Meeks DO THE JOB RIGHT WITH WADSWORTH 
Comes in 1, 2, 3 and 


cmos SQUARE TWISTED STEEL 


powder, slabs and sticks. 


For full information, write ? 
Dept. LM for 8-page article, . 


“Use of TELLURIUM In 











Promoting Chills On Available for prompt delivery in %, 1/2, & 5% thick- 
C I Casti i nesses * Single or Double Bend @ Leg, Toe & Heel to 
vray iron Castings. customers specifications. Let us quote—The price is 


right. Call JE 5858 or Write. 
, , a. WADSWORTH EQUIPMENT CO. 
American Smelting and Refining Company 560 LAFOLLETTE ST. 
120 BROADWAY * NEW YORK 5, N.Y. AKRON, 11, 0. 
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FOR SALE OR LEASE 


MODERN 
FOUNDRY 


Progressive Southern Seaport 


Equipped with 1 /2-ton Electro-Melt 
Furnace 








Capable of producing castings up to 
20,000 pounds 


Fully-equipped machine shop 
Large pattern shop 
All equipment in excellent condition 


For further information, write box 910 


The FOUNDRY, Cleveland 13, Ohio 











COMPLETE NEW DESIGN 
PMti devi ke hats 


END DUMP 


For Use With Lift Truck 


Item No. C-608 


Speed up production, save man-hours with our new 
designed end dump, featuring simpler dumping by a smooth- 
operating rocker geared to track. Locks during loading by 
safety latch. Can be built for lift or fork truck or with casters 


that provide easy moving around machinery and through 
narrow aisles. Ideal for handling and dumping sand, castings, 
scrap, stampings and other heavy materials. Fits any fork or 
lift truck. All-welded construction. Built of heavy steel plate 
reinforced with heavy angles. Three standard sizes— 4 yard, 
1 yard and 1% yards. 


DESIGNED AND MANUFACTURED BY $ 
% IC, 
G, 


16033 Fullerton Ave., DETROIT 27, MICH. 
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are custom-engineered 
to YOUR work 


On the stand grinders pictured here in a 


modern foundry, Manhattan 24” x 3” x 12” 
Snagging Wheels have removed more metal 
per man-hour than any other wheels tested. 
Naturally, the standby wheel in the foreground 
is another Manhattan Snagging Wheel. This 


foundry saves money with Manhattan Wheels. 


Manhattan's Abrasive Wheel Department 
is geared to the principle of Custom Manufac- 
turing. Laboratory and manufacturing controls 
assure continuation of the original engineered 


performanée. 


Check for yourself what Manhattan Custom 
Engineered wheels can do to lower your grind- 
ing costs. You will receive cheerful counsel 
without obligation by referring your grinding 


problems to us. 


ABRASIVE WHEEL DEPARTMENT 


MANHATTAN RUBBER DIVISION 


PASSAIC, NEW JERSEY 


RAYBESTOS-MANHATTAN, INC., Manufacturers of Brake 
Linings ¢ Brake Blocks « Clutch Facings © Radiator Hose 
Fan Belts * Mechanical Rubber Products « Rubber Covered 
Equipment © Packings « Asbestos Textiles © Powdered Metal 
Products * Abrasive and Diamond Wheels ¢ Bowling Balls 
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10 GRADES OF WASHED, DRIED, SCREENED 


SILICA FOUNDRY SANDS 


Produced from celebrated Ottawa District St. Peter Sandstone > Rounded Grains 


Steel Molding Sand Core Sand Blast Sand Furnace Bottom Sand 
er Sand + Sand for Non-Ferrous, Aluminum, esium Casti 
MICROSIL Ground Silica (5 Standard Grades Silica Flour) 











moe 


STANDARD SILICA CORPORATION 


- 
209 South LaSalle Street, Chicago * and + Ottawa, Illinois a 
DISTRIBUTORS IN ALL PRINCIPAL CITIES GI 











FLAS Tp 


C-LER-TITE 


IRON CEMENT 


(POWDER FORM) 


An iron powder which when mixed with water, 
makes an iron putty that hardens like iron 


FOR GRAY IRON AND STEEL CASTINGS 
WRITE FOR FREE SAMPLE 
SOME AREAS OPEN TO DISTRIBUTORS 


M. FLASH PRODUCTS CO. 


2232 W. CHICAGO AVE. CHICAGO 22, ILL. 





WELDED AND BOLTED 
TYPES © ALL SIZES ° 
COMPLETE CONTROL 
EQUIPMENT ® 26 YEARS 
a LEADER IN MAGNETIC 
MATERIALS 
% HANDLING. 


SHORT CUT “j 
TO PROFITS 






THE OHIO ELECTRIC MFG. CO. + 5900 MAURICE AVE. - CLEVELAND 4,0. 


Associate Member Institute of Scrap ron and Steel, Inc aieie 




















LABORATORY EXPERIMENTAL 
CUPOLA.... Exactly Proportioned 


Aids, in study of carbon absorption. 3” lined 
diameter. 6 tuyeres. Centrifugal blower & 
motor. Can be converted to crucible furnace 
by removing wind box, for melting softer 
metals. Coke, charcoal or gos fuel. Complete 
ready to line, 


$74.50 
F.0.8. CHICAGO 


MODEL 
FOUNDRY 
EQUIPMENT 
COMPANY 


1322 Hood Ave. 
Chicago 40, Ill. 










CHEMISTS and METALLURGISTS 


Grey Iron Foundry Consultants 
Complete Foundry Testing 
Established over 25 years 


A. H. PUTNAM COMPANY 


Rock Island, Illinois 

















HERBERT F. MILLER 


Consultant in Management and Foundry Engineering 
30 years successful operating experience 
The Principle of this advertisement is SERVICE 


2130 Melrose Street, Rockford, Illinois 











| 


A. A. WICKLAND & CO. 


FOUNDRY CONSULTANTS | 


+ CHICAGO 6, ILLINOIS | 


ENGINEERING BUILDING 














PACIFIC GRAPHITE-COMPANY INC 


401 AND LINDEN STREETS-OAKLAND 8, CALIFORNIA 

















EMPIRE :::. 
GoopD 
FOUNDRY © METALLURGICAL @ 

PHONE 
3-9135 


By-Product Coke: | 


CHEMICAL e 


DEBARDELEBEN COAL CORPORATION 


DeBardeleben Preparation and Service Give Added Value 





WATER GAS @ DOMESTIC USES * 


Transportation Building 
| 
BIRMINGHAM 3, ALA. | 
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There was murder in his heart! 


Someone clipped the company copy of 

The Foundry before he had a chance to read 
it. He could have saved his temper 

as you can yours by writing your name on 
the attached instruction slip 


and mailing it today. 


' ' 
' 
1 THE FOUNDRY, Penton Building, Cleveland 13, Ohio ; 
; Please start my subscription to The Foundry with the current issue. : 
' ' 
; ]1 Year, $3.00. Bill me. : 
; 2 Years, $5.00. ] Bill my company. ' 
' Name ' 
! ' 
: Address , 
' 
1 City Zone State 
! ' 
; Employed by Title ' 
' 
‘ ' 
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UTRINGEGOULAC 


DRY 
BINDER 


For ) 
CORE WORK, SAND FACINGS, SPRAYS 


Write for pamphlets giving detailed information. Both ma- 
terials carried in stock by America’s foremost foundry jobbers 5 


LIQUID 
BINDER 





Robeson Process Company 


(Establisked 1905) 


GENERAL OFFICES: 500 FIFTH AVENUE °* 


American Gum Products Co. 


(Established 1915) 


NEW YORK 18, N. Y. 
























Single Ladie Heater with fuel tank 
and adjustable burner stand. 





Cut Ladle 
Heating Time 


at Least 75 % 


Simple—portable—smokeless—safe. 
Light without preheating, burn any 
fuel oil. Get ladies hotter and ready 





PRODUCERS * 
CORE SAND 
CORPORATION 


MICHIGAN CITY, INDIANA 





for pouring much faster than by any 





other method. 

Single and double burner sets in 
4 sizes; use compressed air at 40 
p.s.i. or more; equipped with adjust- 
able burner stands—for ladles to 
10,000 Ibs. capacity. Write for cat- 
alog on heaters for ladles, molds, 
cupolas, etc. 


HAUCK MFG. CO. 


106 Tenth St., Brooklyn 15, N. Y. 








7 





TUMBLING BARRELS 


Roller Bearing throughout 
Direct Motor Drive with Speed Reducer 
V Belt Motor Drive—Tight & Loose Pulley Drive 


ROYERSFORD FOUNDRY & MACHINE CO. 





ROYERSFORD, PA. 




















MOLDING SANDS 


CORE SANDS eccuan 
SILICA SANDS Flasks & Jackets 
BLAST SANDS “SAJCO” Self Adjustable Jackets 


STEEL ABRASIVES 


ee’'s Sand Control Standards 


A. F. S. Research Committ Established and Maintained 


CONNEAUT, OHIO 


Whitney Block 


<tr 


See us at Booth 105 
Auditorium Exhibit Hall 


FURNACE REFRACTORIES 
REFRACTORY CLAYS 
PEERLESS BOND 
BENTONITE 

CUPOLA BLOCKS, BRICKS 











Phone 51901 
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The following classified list of products of the advertisers in THE FOUNDRY 
is conducted for the convenience of our readers in quickly locating 
of foundry equipment and supplies 


ABRASIVE 


Bay State Abrasive Products 
Westboro, Mass. 
Carborundum Co., 
Niagara Falis, N. Y. 
Norton Co., Worcester 6, 
Simonds Abrasive Co., 
Tacony & Fraley Sts., 
Philadelphia 37, Pa. 


(Bricks and Files) 


Co., 


Mass 


ABRASIVE CLOTH and 
Behr-Manning Div. of Norton 
Worcester 6, Mass. 

Carborundum Co., 
Niagara Falls, N. Y. 


rAPER 
Co., 


ABRASIVE CUTOFF MACHINES 
Clipper Mfg. C 

Warwick St 

Kansas City, 8, M 


Tabor Mfg. Co., 6225 


om) 


9 
2800 


Tacony St., 


Philadelphia 35, Pa 
ABRASIVE (Metallic) —Sce SHOT 
and GRIT 


ABRASIVE WHEELS 
Bay State Abrasive Pro 
Westboro, Mass 
Carborundum Co., 
Niagara Falls, N. Y 
Electro Refractories & Alloys Corp., 
Vars Bldg., Buffalo 2, N. Y 
Norton Company 
Worcester 6, Mass 


Raybestos-Manhattan, Inc 
Manhattan Rubber Division 
Passaic, N. J 

Simonds Abrasive Co., 

Tacony & Fraley Sts., 


Philadelphia 37 
United States 
Haven Ave., 


Pa 
Rubber Co., 4300 New 
Fort Wayne 4, Ind 


ACETYLENE (Cylinders and Tanks) 
Air Reduction Sales Co., 

60 East 42 St., 

New York 17, N. Y. 
Linde Air Products Co., 

30 E. 42nd St 

New York 17, N. Y¥ 


AERATORS 
Bartlett & 
Harvard Ave 


Snow, C. O., Co., 6201 
Cleveland 5, O 
Jeffrey Mfg. Co Columbus 16, O 
Link-Belt Co., 300 W. Pershing Rd., 
Chicago 9, Il 
National Engineering Co., 519 W 
Washington St., Chicago 6. III 
Newaygo Engineering Co 
Newaygo, Mich 
AFTERCOOLERS (Compressed Air) 
Jas. A. Murphy & Co 
Hamilton, O 


AIR COMPRESSORS 
Allis-Chalmers Mfg. 
Milwaukee 1, Wis 
Campbell-Hausfeld Co., 
Harrison, O 
Chicago Pneumatic Tool Co., 6 East 
44th St New York 17, N. Y 
Curtis Pneumatic Machinery Co., 
1922 Kienlen Ave., 
St. Louis, Mo 
Fuller Company, Catasauqua. 
Gardner-Denver Co., 
Gardner Drive, Quincy, II) 
Ingersoll-Rand Co., 11 Broadway 
New York 4, N. Y + 


Co 


Pa 


Joy Mfg. Co., Sullivan Division, 
Michigan City, Ind 
Schramm Inc., West Chester, Pa 
Spencer Turbine Co., 
Hartford, Conn 
AIR CONDITIONING EQUIPMENT 


American Air Filter Co., Inc., 
266 Central Ave., 


Louisville 8, Ky 
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AIR CONDITIONING EQUIPMENT 
(Cont’d.) 


American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
Curtis Pneumatic Machinery Co., 
1922 Kienlen Ave., St. Louis, Mo. 
Kirk & Blum Mfg. Co., 
Cincinnati 25, O 
Schneible Co., Claude B., 
2827—25th St., Detroit 16, Mich 


AIR CONTROL EQUIPMENT 

Air-Way Pump & Equipment C 
1050 N. Kilbourn, Chicago, Ill 

American Air Filter Co., 
Louisville 8, Ky. 

Foxboro Company, Foxboro, Mass 


Kirk & Blum Mfg. Co., 
Cincinnati 25, O 
Murphy, Jas, A., & Co., 


Hamilton, O 


AIRLESS BLAST CLEANING 
EQUIPMENT 

American Wheelabrator & Equip- 
ment Co Mishawaka, Ird 


Pangborn Corp Hagerstown, Md 


AIR LINE LUBRICATORS 


Cleco Division of Reed Roller Bit 
Co., Houston, Tex 

ALLOYS 

Ajax Metal C 46 Richmond St 


Philadelphia 23, Pa 


Climax Molybdenum Co 500 Fiftt 
Ave., New York 18, N. ¥ 

Electro Refractories & A ys C 
Vars Building. Buffalo 2, N 


Federated Metals Div 
American Smelting and Refining 


Co., 120 Broadway. 
New York 5, N. ¥ 
Frontier Bronze Corp., 818 Elm- 
wood Ave., Niagara Falls, N. Y 
International Nickel Co., Inc 
67 Wall St., New York 5, N. ¥ 


Molybdenum Corporation of Amer- 
ica, Pittsburgh 19, Pa 

Niagara Falls Smelting & Refining 
Div., Continental-United Indus- 
tries Co Inc 2204 Elmwood 
Ave., Buffalo 17, N. Y¥ 


Ohio Ferro-Alloys 
Canton 2, O 


Corp 


ALLOYS (Ferro) 

Electro Metallurgical Div. Union 
Carbide & Carbon Corp., 
30 E. 42nd St 
New York 17, N. Y. 

Hickman-Williams & Co., Union 
Commerce Bldg., Cleveland 14, O 

Keokuk Electro Metals Co., 
Keokuk, Iowa 

Miller & Company, 332 S. Michigar 
Ave., Chicago 4, Ill 

Ohio Ferro-Alloys Corp., 
Canton 2, Ohio 

Vanadium Corp. of America, 420 
Lexington Ave., New York, N. Y 


ALUMINUM and ALUMINUM 
ALLOYS 

Ajax Metal Co., 
Philadelphia 23, 

Apex Smelting Co 


46 Richmond St 
Pa 
2537 West Tay- 


lor St., Chicago 12, TI 
Federated Metals Division, Ameri- 
can Smelting and Refining Co., 


120 Broadway 
Frontier Bronze Corp., 
wood Ave Niagara 

Wm. F. Jobbins Co 
Aurora, Il 

Niagara Falls Smelting & Refining 
Div., Continental - United Indus- 
tries, Co., Inc., 2204 Elmwood 
Ave., Buffalo 17, N. Y. 

Sonken-Galamba Corp 
Kansas City 18, Kansas 

Western Metals Co., 3201 So. Kedzie 
Ave., Chicago 23, IN 


New York 5, N.Y 
818 Elm- 
Falls, N. ¥ 


ALUMINUM INGOTS 


Apex Smelting Co., 2537 West Tay 





lor St., Chicago 12 i} 

Federated Metals Division of Amer- 
can Smelting and Refining C 
120 Broadway, New York 5, N. Y 

Frontier Bron Cort 818 Elm- 
wood Ave Falls, N. Y¥ 

Wir F. Jobbir Cc 
. caseuiee. 1s 

Western Metals C 201 So. Kedzie 
Ave., Chicago 23, I 

ANNEALING BASKETS 


Pressed Steel Co., Wilkes-Barre, Pa 
ANNEALING BOXES 

Pressed Steel Cx Wilkes-Barre, Pa 
ANNEALING 
Pressed Steel Co 


CORES 
Wilkes-Barre, Pa 


ANNEALING 
(Electric) 
Ajax Electrothermic Corp 

Trenton, N. J 
General Electric C 
Schenectady, N. Y 


FURNACES 


ANNEALING POT RAPPERS 
Vibrator C 131 Chest 
Haven 7, Conn 


~ 


Haven 
New 


New 


nut St 


ANNEALING TUBES 


Pressed Steel Co., Wilkes-Barre 


ARGON 

Air Reduction 
60 East 42nd St 
New York 17, N. ¥ 

Linde Air Products C 
30 E. 42nd St 
New York 17, N. ¥ 


Sales C 


ARRESTORS (Dust) 
American Wheelabrator & Equip 
ment Co Mishawaka, Ind 
Kirk & Blum Mfg. Co 
Cincinnati 25, Ohio 
mb-Detroit ¢ Ir 741 
Russe I 11 Mict 
Pangborn Corp., Hagerstown, 
Claude B. Schneible C 
2827 25th St., Detroit 16, Mict 


News 
ll St Det 


Md 


ASSOCIATIONS 

Crucible Manufacturers Association 
0 West St New York 6. N 

Foundry Equipment Manufactur 


Associa t Einginee Buildir 


BAND SAWS 
Atlantic Saw Mfg. C 
New Haven, Conn 


BANDS (Snap Flask) 


Adams Co., Dubunue lowa 
Federal Foundry Supply Co 
4600 FE. 7ist St Cleveland 5, O 


BARS (Steel) 


nland Stee > x : De 
St Chicag } 

Republic Steel Corp., 3100 E. 45th 
St., Cleveland 4 or 

BASKETS (Annealing) 

Industrial Fabricating, Ine 
$17 Hall St., Eaton Rapids, Mict 


Pressed Steel Co., Wilkes-Barre, Pa 


BASKETS (Storage and Shipping) 


on Steel Pr ljucts ¢ 
500 N. Berien St Llib ' M 
BEARINGS (Anti-Friction, Roller 
and Ball) 
Link-Belt Co., 300 W. Pershing Rd 


Chicago 9, Il 


—When writing advertisers, please mention THE FouNDRY— 


sources 

BEARINGS (Anti-Friction, Roller 
and Ball) (Cont’d.) 

Timken Roller Bearing Co., 
Canton 6, O 

BELTING (Conveyor, Elevator) 


Hewitt Rubber Div. Hewitt-Robins 
Div., Inc., 240 Kinsington Ave., 
Buffalo 5, N. Y. 

Imperial Belting Co., 1800 So. Kil- 
bourn Ave., Chicago 23, Il. 

Link-Belt Co., 300 W. Pershing Rd., 
Chicago 9, Ill 

Raybestos-Manhattan Inc., 
Manhattan Rubber Division, 
Passaic, N. J 


(Power Transmission) 

Imperial Belting Co., 1800 So. 
bourn Ave., Chicago 23, Ill 
ink-Belt Co., 300 W. Pershing Rd., 
Chicago 9, Ill. 

Raybestos-Manhattan Inc. 
Manhattan Rubber Division, 
Passaic, N. J 


BELTS 
Kil- 


BENTONITE 


American Colloid Co., 
perior St., Chicago 
Baroid Sales Division, 
mun St., Los Angeles 12, 
Eastern Clay Products, Inc., 
Jackson, O. 
Federal Foundry 
4600 E. 7ist St., 
Peerle Mineral Products 

Cor Ohio 


363 W. Su- 
10, Jl. 
839 Duncom- 


Calif 


Supply Co., 
Cleveland 5, O. 
Co. 


neaut 


BINS (Storage) 
American Bridge Co., 
Pittsburgh 19, Pa. 
3artlett & Snow, C. O. Co., 6201 
Harvard Ave., Cleveland 5, O. 
Neff & Fry, Camden, O 


BLACKING 
Flake Graphite Co., 


S. Clark St 


Superior 


Chicago 3, Ill 


BLACKING (Mold Core) 

Asbury Graphite Mills, Asbury, N.J. 

Bloomsbury Graphite Co., 
Bloomsbury, N. J. 

Federal Foundry Supply Co., 
4600 E. 7ist St., Cleveland 5, O 

Stevens, Frederic B., Inc., 
Detroit 16, Mich. 

United States Graphite Co., 
Saginaw, Mich 


BLASTING EQUIPMENT 

Wheelabrator & Equip- 

505 S. Byrkit St., 
Ind. 


American 
ment Co., 
Mishawaka, 


Hydro-Blast Corp., 2550 N. West- 
ern Ave., Chicago 47, Ul. 
Pangborn Corp., Hagerstown, Md 
BLAST METERS 
Foxboro Company, Foxboro, Mass. 
BLOWERS 
Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis 
American Air Filter Co., 
266 Central Ave., 
Louisville 8, Ky. 
American Wheelabrator & Equip- 


ment Co., Mishawaka, Ind. 
Campbell Hausfeld Co., 
Harrison, O. 
Ingersoll-Rand Co., 
11 Broadway, New York, N. Y 
Joy Mfg. Co., La-Del Division, 
New Philadelphia, Ohio. 
Lamson Co., Syracuse 1, N. Y 
Lindberg Engineering Co., Fisher 
Furnace Div., 2450 West Hub- 
bard, Chicago 12, Il. 








BLOWERS (Coent'a.) 


Roots-Connersville Blower Corp., 
Connersville, Ind. 

Spencer Turbine Co., 
Hartford, Conn. 

Standard Stoker Co., Inc., 
1701 Gaskell Ave., Erie, Pa. 

Stroman Furnace & Engineering 
Co., Division of Peterson Oven 
Co., 9900 Franklin Ave., 
Franklin Park, Ill. 


BOLTS and NUTS 

American Bridge Co., Frick Bldg., 
Pittsburgh 19, Pa. 

Republic Steel Corp., 3100 E. 45th 
St., Cleveland 4, Ohio. 


BOND CLAY 

American Colloid Co., 363 W. 
Superior St., Chicago 10, Ill. 

Baroid Sales Division, 830 Ducom- 
mun St., Los Angeles 12, Calif. 

Eastern Clay Products Inc., 
Jackson, O. 

Federal Foundry Supply Co., 
4600 E. Tist St., Cleveland 5, O. 

Great Lakes Foundry Sand Co 
United Artists Bldg., 
Detroit 26, Mich 

Ironton Fire Brick Co., Ironton, O. 


BOOKS (Technical) 

Penton Publishing Co., 1213 West 
3rd St Cleveland 13, O 

John Wiley & Sons, Inc., 
140 Fourth Ave 
New York 16 N Y 


BOOTHS (Shakeout) 


Claude B. Schneible Co., 
2827 25th St., Detroit 16, Mich 


BOTTOM PLATES and BOARDS 
Adams Co., Dubuque, Iowa. 
Black, Sivalls & Bryson, Inc., 720 
Delaware, Kansas City 6, Mo. 
Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, Ill. 
Diamond Clamp & Flask Co., 
Richmond, Ind 
Dougherty Lumber Co., 4300 East 
68th St., Cleveland 5, O. 
Industrial Fabricating, Inc , 
817 Hall St., Eaton Rapids, Mich. 
Shanafelt Mfg. Co., 3623 Winfield 
Way, N. E., Canton 5, Ohio 
Sterling Wheelbarrow Co., 7100 W. 
Walker St., Milwaukee 14, Wis 
Truscon Steel Co., Pressed Steel 
Div., 6100 Truscon Ave., 
Cleveland, Ohio. 


BOWLS and SHANKS 


Industrial Equipment Co., 
Minster, Ohio. 

Whiting Corporation, 15607 Lath- 
rop Ave., Harvey, Ill. 


BOXES (Annealing) 
Pressed Steel Co., Wilkes-Barre, Pa. 


BOXES (Tote) 
Palmer-Shile Co., 1600 Fullerton 
Ave., Detroit 27, Mich. 

Penn Iron Works, Reading, Pa. 
Shanafelt Mfg. Co., 3623 Winfield 
Way, N. E., Canton 5, Ohiv. 
Truscon Steel Co., Pressed Steel 
Div., 6100 Truscon Ave., 

Cleveland, Ohio. 
Union Steel Products Co 
500 N. Berien St., Albion, Mich 


BRAKES (Magnetic) 


Stearns Magnetic Mfg. Co., 
662 S. 28th St., Milwaukee 1, Wis. 


BRASS AND BRONZE INGOT 


Federated Metals Division of Amer- 
ican Smelting and Refining Co., 
120 Broadway, New York 5, N. Y. 

Western Metals Co., 

3201 So. Kedzie Ave., 
Chicago 23, Ill 


BRICK (Refractory) 


Carborundum Co., 
Perth Amboy, N. J 
A. P. Green Fire Brick Co., 
Mexico, Missouri 
Harbison-Walker Refractories Co., 
1745 Farmers Bank Bldg., 
Pittsburgh 22, Pa. 
Norton Co., Worcester 6, Mass. 
Chas. Taylor Sons Co., 
P. O. Box 58, Annex Sta., 
Cincinnati 14, Ohio 
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BKIQUETS (Alloy) 


Climax Molybdenum Co., 500 Fifth 
Ave., New York 18, N. Y. 
Electro Metallurgical Div. Union 
Carbide & Carbon Corp., 
30 E. 42nd St., 
New York 17, N. Y. 
Ohio Ferro-Alloys Corp., 
Canton 2, Ohio 


BRIQUETS (Ferro Alloy) 


Electro Metallurgical Div. Union 
Carbide & Carbon Corp., 
30 E, 42nd St., 
New York 17, N. Y. 
Ohio Ferro-Alloys Corp., 
Canton 2, Ohio 


BRIQUETS (Silicon Carbide) 


Carborundum Co., 
Perth Amboy, N. J. 


BRIQUETING MACHINERY 
(Metal) 


Milwaukee Foundry Equipment Co., 
3328 Pierce St., Milwaukee 4, Wis. 


BRUSHES 


Osborn Mfg. Co., 5401 Hamilton 
Ave., Cleveland 14, O. 


BUCKETS (Elevating, Clam Shell, 
Drag Line, Grab, Loader, Dump- 
ing) 

Blaw-Knox Co., 

Farmers Bank Bidg., 
Pittsburgh, Pa. 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
Wickliffe, O. 

Erie Steel Construction Co., 

Erie, Pa. 

Harnischfeger Corp., 4411 W. Na- 
tional Ave., Milwaukee 14, Wis. 

Link-Belt Co., 300 W. Pershing Rd., 
Chicago 9, IN. 

National Engineering Co., 549 W. 
Washington St., Chicago 6, III. 

Penn Iron Works, Reading, Pa. 

Wellman Engineering Co., 

7000 Central Ave., Cleveland, O. 


BUILDING and ENGINEERING 
SERVICE 

American Bridge Co., 
Pittsburgh 19, Pa. 


BURNERS (Acetylene, Oil), Gas, 
Powdered Coal, Stoker) 

Hauck Mfg. Co., 106 Tenth St., 
Brooklyn 15, N. Y. 

Lindberg Engineering Co., Fisher 
Furnace Div., 2450 West Hub- 
bard, Chicago 12, II. 


BUSHINGS (Blow-plate) 


Martin Engineering Co., 
Kewanee, Il. 


BUSHINGS (Flask-Pin) 
Hines Flask Co., 3431 W. 140th S8t., 
Cleveland 11, Ohio. 

Shanafelt Mfg. Co., 3623 Winfield 
Way, N. E., Canton 5, Ohio. 
Smillie & Co., C. M., 1124 Wood- 
ward Hgts. Blvd., Ferndale 20, 

Mich. 
Sterling Wheelbarrow Co., 7100 W. 
Walker St., Milwaukee 14, Wis. 
Universal Engineering Co., 
Frankenmuth, Mich. 


CALCIUM BORIDE 


Molybdenum Corporation of Amer- 
ica, Pittsburgh 19, Pa. 


CALCIUM MOLYBDATE 

Climax Molybdenum Co., 500 Fifth 
Ave., New York 18, N. Y. 

Molybdenum Corporation of Amer- 
ica, Pittsburgh 19, Pa. 


CARBON BOOSTER 


Federal Foundry Supply Co., 
4600 E. Tist St., Cleveland 5, O. 


CARBON BOOSTER (Cont’d.) 


Superior Flake Graphite Co., 
33 S. Clark St., 
Chicago 3, Il. 


CARS (Core Oven) 


Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland 13, Ohio. 


CARS (Mold Drying) 


Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland 13, Ohio. 


CASTINGS 

City Pattern Foundry & Machine 
Co., 1165 Harper Ave., 
Detroit 11, Mich. 

Wheland Co., Chattanooga, Tenn. 


CASTING MACHINES 
(Centrifugal) 


Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 

Centrifugal Casting Mach. Co., 
Tulsa, Okla. 

Herman Pneumatic Machine Co., 
Union Bank Bldg., 
Pittsburgh 22, Pa. 


CASTING MACHINES (Permanent 
Mold) 


Centrifugal Casting Machine Co., 
Tulsa, Okla. 

Master Pattern Co., 
1315 Main Ave., Cleveland, Ohio. 


CASTING SEALER 


Empire Varnish Co., 2636 E. 76th 
St., Cleveland 4, Ohio 

M. Flash Products Co., 

32 W. Chicago St., 
Chicago 22, Il 

Metallizing Company of America, 
3520 W. Carroll Ave., 
Chicago 24, I. 

Tousey Varnish Co., 520 West 25th 
St., Chicago 16, II. 





CASTINGS (Permanent Mold) 


Master Pattern Co.. 
1315 Main Ave., Cleveland, Ohio. 


CEMENT (Metallic) 
Federal Foundry Supply Co., 
4600 E. Tist St., Cleveland 5, O 
M. Flash Products Co., 
2232 W. Chicago S8St., 
Chicago 22, Ill 
Frederic B. Stevens, Inc., 
Detroit 16. Mich 
Smooth-On Manufacturing Co., 
570 Communipaw Ave., 
Jersey City 4, N. J. 


CEMENT (Refractory) 

Bay State Abrasive Products Co., 
Westboro, Mass. 

Carborundum Co.. 
Perth Amboy, N. J. 

Electro Refractories & Alloys Corp., 
Vars Building, Buffalo 2, N. Y. 

A. P. Green Fire Brick Co.. 
Mexico, Missouri 

Harbison-Walker Refractories Co., 
1745 Farmers Bank Bidg., 
Pittsburgh 22, Pa 

Ironton Fire Brick Co., Ironton, O. 

Lindberg Engineering Co., Fisher 
Furnace Div., 2450 West Hub- 
bard, Chicago 12. Il. 

Norton Co., Worcester 6, Mass. 


CEREAL BINDERS 


Chas. A. Krause Milling Co., 
404 East State St., 
Milwaukee. Wis. 


CHAIN (Hoist, Conveyor, Drive, 
Sling, ete.) 

Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, ‘ A 

Jeffrey Mfg. Co., 907-99 N. Fourth 
St., Columbus, O. 

Joy Mfg. Co., Joy Division, 
Pittsburgh, Pa. 

Link-Belt Co., 300 W. Pershing Rd., 
Chicago 9, IN. 

Taylor Chain Co., 8S. G., 

Hammond, Ind. 
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CHAIN (Steel Loading) 


Chisholm-Moore Eoist Corp and 
Columbus-McKinnon Chain Corp 
Tonawanda, N. Y 


CHAIN (Welded and Weidiless) 


Chisholm-Moore Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. 


CHAPLETS 


Angell Nail & Chaplet Co., 
4580 E. 7ist St., Cleveland, Ohio 
Chicago Chaplet Co., 
2047 N. Wood St., 
Chicago, Ill. 
Cleveland Chaplet & Mfg. Co., 
1197 W. 67th St., Cleveland 2, O 
Combined Supply & Equipment Co 
Inc., 215 Chandler St., 
Buffalo 7, N. 

Crescent Brass & Pin Co 5766 
Trumbull Ave., Detroit, Mich 
Fanner Mfg. Co., Brookside Park 

Cleveland 2, Ohio. 
Federal Foundry Supply Co., 
4600 E. 7ist St., Cleveland 5, O 
Milwaukee Chaplet & Mfg. Co 
1023 S. 40th St., 
Milwaukee 4, Wis. 
Frederic B. Stevens, Inc., 
Detroit 16, Mich. 


CHARCOAL 


Tennessee Products & Chemica! 
Corp., American National Bank 
Bldg., Nashville 3, Tenn 


CHARCOAL (Briquets) 


Ford Motor Co., 
Iron Mountain, Mich 


CHEMICALS 


Hercules Powder Co., 
Wilmington 99, Del. 

Wm. F. Jobbins Co., 
Aurora, Ill 

Mathieson Chemical Corp., 
Mathieson Bldg., Baltimore 3, Md. 


CHEMISTS 


Crobaugh Co., Frank L., 
1426 West Third S8t., 
Cleveland 13, Ohio. 


CHILLS 
Alloy Metal Abrasive Co., 
311 W. Huron 8t., 
Ann Arbor, Mich. 
Angell Nail & Chaplet Co., 
4580 E. 7ist St., Cleveland, Ohio 
Chicago Chaplet Co., 
2047 N. Wood St., 
Chicago, Ill 
Fanner Mfg. Co., Brookside Park. 
Cleveland 2, Ohio. 
Milwaukee Chaplet & Mfg. Oe., 
1023 So. 40th 8t., 
Milwaukee 4, Wis. 
Standard Horse Nail Corp., 
New Brighton, Pa. 


CHILL COATINGS 


Acheson Colloids Corp., 
Port Huron, Mich. 


CHILL NAILS 
Angell Nail & Chaplet Co., 

4580 E. 7ist St., Cleveland, Ohio 
Capewell Mfg. Co., Hartford, Conn 
Standard Horse Nail Corp., 

New Brighton, Pa. 


CHIPPERS—See PNEUMATIO 
TOOLS 


CHISELS (Chipping) 
Arrow Tools, Inc., 1900 S. Kostner, 
Chicago, Ill. 


Cleco Division of Reed Roller Bit 
Co., Houston, Texas 
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CHROMIUM (Briquets) 
Electro Metallurgical Div. Union 
Carbide & Carbon Corp., 30 


E. 42nd St., New York 17, N. Y. 


CLAMPS (Flask) 


Diamond Clamp & Flask Co., 
Richmond, Ind. 

Federal Foundry Supply Co., 
4600 E. 7ist St., Cleveland 5, O. 

Herman Pneumatic Machine Co., 
Union Bank Bidg., 
Pittsburgh 22, Pa. 

Sterling Wheelbarrow Co., 1700 W. 
Walker St., Milwaukee 14, Wis. 

Truscon Steel Co., Pressed Steel 
Div., 6100 Truscon Ave., 
Cleveland, Ohio. 


CLAMPS (Permanent Mold) 


Master Pattern Co., 
1815 Main Ave., Cleveland, Ohio. 


CLAY (Bonding) 


American Colloid Co., 363 W. 
Superior St., Chicago 10, Ill. 
Carpenter Brothers, Inc., 
606 West Wisconsin 3, Mo. 
Baroid Sales Division, 830 Ducom- 
mun S8t., Los Angeles 12, Calif. 
Eastern Clay Products, Inc., 
Jackson, O. 
Federal Foundry Supply Co., 
4600 E. 7ist St., Cleveland 5, O. 
Harbison-Walker Refractories Co., 
1745 Farmers Bank Bidg., 
Pittsburgh 22, Pa. 
Illinois Clay Products Co., 
Joliet, Ill. 


Ironton Fire Brick Co., Ironton, O. 


CLAY 


Carpenter Brothers, Inc., 
606 West Wisconsin 3, Mo. 

Eastern Clay Products Inc., 
Jackson, O 

Harbison-Walker Refractories 
1745 Farmers Bank Bidg., 
Pittsburgh 22, Pa. 

Illinois Clay Products Co., 
Joliet, Il. 

Chas. Taylor Sons Co., 
P. O. Box 58, Annex Sta. 
Cincinnati 14, Ohio. 


(Refractory) 


Co., 


CLAY STORAGE BINS 
Neff & Fry, Camden, O. 


CLEANING EQUIPMENT 
ings) 

American Wheelabrator & Equip- 
ment Co., 505 S. Byrkit 8t., 
Mishawaka, Ind. 

Hydro-Blast Corp., 2550 N. West- 
ern Ave., Chicago 47, Ill. 

Pangborn Corp., Hagerstown, Md. 


(Cast- 


CLUTCHES (Magnetic) 


Dings Magnetic Separator Co., 4740 
Electric Ave., Milwaukee 7, Wis. 
Stearns Magnetic Mfg. Co., 
622 S. 28th St., Milwaukee 4, Wis. 


COAL STORAGE BINS 
Neff & Fry, Camden, O. 


COKE (Foundry) 


DeBardeleben Coal] Corp., 
2201 First Ave., N., 
Birmingham 3, Ala. 

Hickman-Williams & Co., 
Union Commerce Bldg., 
Cleveland 14, O. 

Inland Steel Co., 38 So 
St., Chicago 3, Ill 

Pickands, Mather & Co., 
Cleveland 14, O. 

Republic Coal & Coke Co., 8 So. 
Michigan Ave., Chicago 3, Ill. 

Semet-Solvay Div., Allied Chemica] 
& Dye Corp., 40 Rector St., 
New York 6, N. Y. 

Tennessee Products & Chemical 
Corp., American National Bank 
Bidg., Nashville 3, Tenn 


Dearborn 
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COKE 


Republic Coal and Coke Co., 
8 8S. Michigan Ave., 
Chicago 3, IIl. 


(Petroleum) 


COLLECTORS (Dust) 


American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind, 
American Air Filter Co., 

266 Central Ave., Louisville 8, Ky. 
Bartlett & Snow, C. O., Co., 6201 
Harvard Ave., Cleveland, O. 

Kirk & Blum Mfg. Co., 
Cincinnati 25, O. 

Pangborn Corp., Hagerstown, Md. 

Schmieg Industries, 302 Piquette 
St., Detroit 2, Mich. 

Schneible Co., Claude B., 
2827-25th St., Detroit 16, Mich. 


CONCRETE STORAGE BINS 
Neff & Fry Co., Camden, O. 


CONTROL SYSTEMS (Dust) 


American Air Filter Co., 
223 Central Ave., Louisville, 
American Wheelabrator 
ment Co., 505 
Mishawaka, Ind 
Pangborn Corp., 
Schmieg Industries, 
St., Detroit 2, 
Claude B. 


2827 25th 


Ky. 
& Equip- 
S. Byrkit St., 


Hagerstown, Md. 
302 Piquette 
Mich. 

Schneible Co., 

St., Detroit 16, Mich 


CONVERTER BLOWERS 


Roots-Connersville Blower Corp., 
Connersville, Ind. 


CONVERTERS 


Whiting Corporation, 15607 Lathrop 
Ave., Harvey, Ill. 


(Bessemer) 


CONVEYOR DESIGN 


Frank D. Campbell, 
332 So. Michigan Ave., 
Chicago, Il. 

Giffels & Valet, Inc., 
Marquette Bidg., Detroit, Mich. 


OONVEYORS (Apron) 


Logan Co., 580 Cabel, 
Louisville, Ky. 


CONVEYORS (Belt) 


Beardsley & Piper Co., The, 
2424 No. Cicero, Chicago 39, Il. 
Bartlett & Snow Co., C. O., 6201 
Harvard Ave., Cleveland 5, O. 
Imperial Belting Co., 1800 So. Kil- 
bourn Ave., Chicago 23, III. 

Jerffey Mfg. Co., 907-99 N, Fourth 
St., Columbus 16, O. 

Joy Mfg. Co., Joy Division, 
Pittsburgh, Pa. 

Link Belt Co., 300 W. Pershing Rd., 
Chicago 9, Ill. 

Logan Co., 580 Cabel, 
Louisville, Ky. 

Mathews Conveyer Co., 
Ellwood City, Pa. 

National Engineering Co., 549 W. 
Washington St., Chicago 6, Il. 

Robins Conveyors Div., Hewitt- 
Robins Inc., 270 Passaic Ave., 
Passaic, N. 

Standard Conveyor Co., 
North St. Paul 9, Minn. 


CONVEYORS (Chain) 

Jeffrey Mfg. Co., 907-99 N. Fourth 
St., Columbus 16, O 

Joy Mfg. Co., Joy Division, 
Pittsburgh, Pa. 

Link Belt Co., 300 W. Pershing Rd., 
Chicago 9, Ill. 

Logan Co., 580 Cabel, 
Louisville, Ky. 

Mathews Conveyer Co., 
St., Ellwood City, Pa. 

National Engineering Co., 549 W. 
Washington St., Chicago 6, Ill. 

Standard Conveyor Co., 
North St. Paul 9, Minn. 


104 Tenth 


CONVEYORS 
Logan Co., 580 Cabel, 
Louisville, Ky. 
Mathews Conveyer Co., 
St., Ellwood City, Pa. 
Standard Conveyor Co., 
North St. Paul 9, Minn, 


(Gravity) 


104 Tenth 


CONVEYORS (Live Roller) 


Logan Co., 580 Cabel, 
Louisville, Ky. 
Mathews Conveyer Co., 
Ellwood City, Pa 
National Engineering Co., 549 W. 
Washington St., Chicago 6, Ill 
Standard Conveyor Co., 
North St. Paul 9, Minn. 


CONVEYORS (Magnetic) 


Stearns Magnetic Mfg. Co 
662 S. 28th St., Milwaukee 4, Wis. 


CONVEYORS (Monorail) 


American Monorail Co., 13104 
Athens Ave., Cleveland 7, O. 
Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
1155 E. 283rd St., Wickliffe, O. 
Link-Belt Co., 300 W. Pershing Rd., 

Chicago 9, Ill. 


Mathews Conveyer Co., 104 Tenth 
St., Ellwood City, Pa 

National Engineering Co., 549 W. 
Washington St., Chicago 6, Il. 


Penn Iron Works, Reading, Pa. 


CONVEYORS 


Jeffrey Mfg. Co., 
Columbus 16, O 

Link Belt Co., 300 W. Pershing Rd., 
Chicago 9, Ill 

Mathews Conveyer Co., 


(Overhead) 
307 N. Fourth 8t., 


Ellwood City, Pa 
National Engineering Co., 549 W. 
Washington St., Chicago 6, II. 


CONVEYORS 
Fuller Company, 


(Pneumatic? 


Catasauqua, Pa. 


CONVEYORS 
Joy Mfg. Co., Joy 
Pittsburgh. Pa 


Link Belt Co., 300 W. Pershing Rd., 
Chicago 9, Iii. 


(Portable) 


Division, 


CONVEYORS 
tric) 


Link Belt Co., 300 W. Pershing "d., 
Chicago 9, Ill 


(Portable-Gas Elec- 


CONVEYORS (Rubber) 
Osborn Mfg. Co., 5401 
Ave., Cleveland 14, O. 


Standard Conveyor Co., 
North St. Paul 9, Minn. 


Hamilton 


CONVEYORS 


Ajax Flexible 
Westfield, 
Jeffrey Mfg. Co., 907 N. Fourth 8t., 

Columbus 16, O 
Link Belt Co., 300 W. Pershing Rd., 


(Vibrating) 
Coupling Co., 
. oe 


Chicago 9, Ill. 
Robins Conveyors Div., Hewitt- 
Robins Inc., 270 Passaic Ave., 


Passaic, N. 
Simplicity Engineering Co., 
Durand, Mich 


Syntron Company, Homer City, Pa 


COPPER 


Federated Metals Div., American 
Smelting and Refining Co., 
120 Broadway, New York 5, N. Y. 


COPPER SHOT 


Federated Metals Div., American 
Smelting and Refining Co., 

120 Broadway, New York 5, N. Y. 
Niagara Falls Smelting & Refining 
Div., Continental-United Indus- 
tries Co., Inc., 2204 Elmwood 

Ave., Buffalo 17, N. Y. 


CORE BINDERS 


American Cyanamid Co., 
30 Rockefeller Plaza, 
New York, N. Y. 

American Gum Products Co., 500 
Fifth Ave., New York 18, N, Y 
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BINDERS (Cont'd.) 


Bakelite Corp., 300 Madison Ave., 
New York 17, N. Y. 
Cities Service Oil Co., 3200 8. 
Western Ave., Chicago 8, Il. 
Corn Products Sales Co., 
17 Battery Pl., New York 4, N. Y. 
Delta Oil Products Co., 
Milwaukee 9, Wis. 
Federal Foundry Supply Co., 
4600 E. 7l1st St., Cleveland 5, O 
General Electric Co., 
Pittsfield, Mass. 
Hercules Powder Co., 
Wilmington 99, Del. 
E. F. Houghton Co., 303 W. Lehigh 
Ave., Philadelphia 33, Pa. 
Chas. A. Krause Milling Cuw., 
404 E. State St., 
Milwaukee 1, Wis. 
Robeson Process Co., 500 Fifth 
Ave., New York 18, N. Y. 
Superior Flake Graphite Co., 
33 So. Clark St., Chicago 3, Ml. 
Werner G. Smith Co., 2191 W. 
110th St., Cleveland 2, O. 
Frederic B. Stevens, Inc., 
Detroit 16, Mich. 
Superior Flake Graphite Co., 
33S. Clark St., 
Chicago 3, Ill 
United Oil Mfg. Co., 
1429 Walnut St., Erie, ka. 
Velsicol Corp., 330 E. Grand Ave., 
Chicago 11, IN. 


CORE 





CORE BLOWER BUSHINGS 

Eastern Clay Products, Inc., 
Jackson, Ohio. 

Martin Engineering Co., 
Kewanee, Ill. 


CORE BLOWING MACHINES 
Champion Foundry & Machine Co 
1314 W. 21st 8t., 
Chicago 8, Ili. 


Wm. Demmler & Bros., 
Kewanee, Ill. 

Federal Foundry Supply Co., 
4600 E. Tist St., Cleveland 5, O 


International Molding Machine Co.. 
LaGrange Park, III. 

Osborn Mfg. Co., 5401 Hamilton 
Ave., Cleveland 14, O. 

Redford Iron & Equipment Co., 
20733 Glendale Ave., 
Detroit 23, Mich. 

Tabor Mfg. Co., 6225 Tacony St 
Philadelphia 35, Pa. 

Western Hardware & Specialty Mfg 
Co 3830 No. Fratney, 
Milwaukee, Wis 


CORE BOXES 


Accurate Match Plate Co., 1847 W 


Carroll St., Chicago, Ill. 
Industrial Pattern Works 
2625 West Belmont Ave 
Chicago 18, Ill 
Master Pattern Co., 


1315 Main Ave., Cleveland, Ohio. 


COLORING 
Chemical & Dyestuff Co 
Franklin, Detroit, Mich 


CORE 


Eaton 
1490 


CORE COMPOUND 


Bakelite Corp., 300 Madison Ave.. 
New York 17, N. Y. 

Cities Service Oil Co., 3200 8. 
Western Ave., Chicago 8, Ill 

Delta Oil Products Co., 
Milwaukee 9, Wis. 

Federal Foundry Supply Co., 
4600 E. T7ist St., Cleveland 5, 0 

Werner G. Smith Co., 2191 
110th St., Cleveland 2, U 

Frederic B. Stevens, Inc., 
Detroit 16, Mich. 

Velsicol Corp., 330 E. Granu 
Chicago 11, II. 


Ave.. 


CORE DRAWING MACHINES 

Federal Foundry Supply Co., 
4600 E. Tist St., Cleveland 5, O. 

Freeman Supply Co., Toledo 5, O 

Newaygo Engineering Co., 
Newaygo, Mich. 


CORE DRIERS (Dielectric) 


Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 


CORE GRINDERS 
Operated) 
Jeffrey Mfg. Co., Columbus 16, O. 
Milwaukee Foundry Equipment Co., 
3238 W. Pierce St., 
Milwaukee 4, Wis. 
Sutter Products Co., 
Dearborn, Mich. 


(Power 
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CORE KNOCKOUT MACHINES 


Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 

Beardsley & Piper Co., The, 
2424 No. Cicero, Chicago 39, Il. 

Pangborn Corp., Hagerstown, Md 

Simplicity Engineering Co., 
Durand, Mich. 


CORE MAKING MACHINES 


Champion Foundry & Machine Co., 
1314 W,. 2ist St., 
Chicago 8, Ill. 

Davenport Machine & Foundry Co., 
Davenport, lowa. 

Wm. Demmiler & Bros., 
Kewanee, Ill. 

Federal Foundry Supply Co., 
4600 E. T7ist St., Cleveland 5, O 

Herman Pneumatic Machine Co., 
Union Bank Bidg., 
Pittsburgh 22, Pa. 

International Molding Machine Co., 
LaGrange Park, Ill. 

Milwaukee Foundry Equipment Co., 
3228 W. Pierce St., 
Milwaukee 4, Wis. 

Redford Iron & Equipment Co., 
20733 Glendale Ave., 
Detroit 23, Mich 

Tabor Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa. 

Wadsworth Equipment Co., 
2457 Mogadore Rd., Akron, Ohio 


CORE OILS 
Cities Service Oil Co., 3290 S 
Western Ave., Chicago 5, Ill 
Delta Oil Products Co., 
Milwaukee 9, Wis. 
E. F. Houghton Co., 303 W. Lehigh 
Ave., Philadelphia 33, Pa. 
Smith Oil & Refining Co., 1102 Kil- 
burn Ave., Rockford, Il. 
Werner G. Smith Co., 
2191 W. 110th St., Cleveiand 2, O 
Frederic B. Stevens, Inc., 
Detroit 26, Mich. 
United Oil Mfg. Co., 
1429 Walnut St., Erie, Pa. 
Velsicol Corp., 330 E. Grand Ave., 
Chicago 11, Ill 


CORE OVENS 
Carl-Mayer Corp., 3030 Euclid Ave., 
Cleveland 15, O. 
Despatch Oven Co., 
Minneapolis 14, Minn. 
Detroit Sheet Metal Works, 1300 
Oakman Blivd., Detroit, Mich. 
Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland 13, O. 
Girdler Corp., Thermex Division, 
224 E. Broadway, Louisville 2, Ky. 
Holcroft & Company 
6545 Epworth Blvd 
Detroit 10, Mich 
Kirk & Blum Mfg. Co., 
Cincinnati 25, O 
Lanly Company, 750 Prospect Ave., 
Cleveland 15, O. 

Newcomb-Detroit Co. Ine., 5741 
Russell St Detroit 11, Mich 
Ross Engineering Corp., J. O., 350 
Madison Ave., New York 17, N.Y 

Frederic B. Stevens, Inc., 
18th St. & Vernor Highway, 
Detroit 16, Mich. 


CORE PASTE 


Corn Products Sales Co., 17 Battery 
Pl., New York 4, N. Y. 

Delta Oil Products Co., 
Milwaukee 9, Wis. 

Eastern Clay Products Co. 
Jackson, O 

Federal Foundry Supply Co., 
4600 E. 7ist St., Cleveland 5, O 

Frederic B. Stevens, Inc., 
18th St. & Vernor Highway, 
Detroit 16, Mich. 

Superior Flake Graphite Co 
33 8S. Clark St 
Chicago 3, Ill 


CORE PLATES (Steel, Asbestos) 


Black, Sivalls & Bryson, Inc., 72 
Delaware, Kansas City 6, Mo. 
Industrial Fabricating, Inc., 
817 Hall St., Eaton Rapids, Mich. 
Johns-Manville, 22 E. 40th St., 
New York 16, N. Y. 
Pressure Match Plate Co 
1013 N. Front St 
Philadelphia 23, Pa 
Shanafelt Mfg. Co., 3623 Winfield 
Way, N. E., Canton 5, Ohio 
Sterling Wheelbarrow Co., 7100 W. 
Walker St., Milwaukee 14, Wis 
Truscon Steel Co., Pressed Steel 
Div., 6100 Truscon Ave., 
Cleveland, Ohio. 


342 


CORE ROD STRAIGHTENING and 
CUTTING MACHINERY 

American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind 


CORE SAND 

American Silica Sand Co., 
Central Life Bldg., 
Ottawa, Ill 

Great Lakes Foundry Sand Co., 
United Artists Bldg., 
Detroit 26, Mich 

Ottawa Silica Co 
Ottawa, Ill 

Standard Silica Corp., 209 So, 
LaSalle St., Chicago 4, Ill. 

Weldron Silica Co., 38 So, Dear- 
born St., Chicago, Ill. 


CORE SAND MIXERS 


American Wheelabrator & Equip- 
ment Co., 505 S. Byrkit St., 
Mishawaka, Ind. 

Baker Perkins Inc., Saginaw, Mich. 

Beardsley & Piper Co., The, 

2424 No. Cicero, Chicago 39, II. 

Clearfield Machine Co., 

Clearfield, Pa. 

Federal Foundry Supply Co., 4600 
E. Tist St., Cleveland 5, Ohio 

Freeman Supply Co., 1152 E. 
Broadway, Toledo 5, O. 

Multiplex Machinery Corp., 
Elmore, Ohio. 

National Engineering Co., 549 W. 
Washington St., Chicago 6, II. 

Posey Iron Works Inc., 

Lancaster, Pa, 

Royer Foundry & Machine Co., 

Kingston, Pa. 


CORE STRIPPERS 


Federal Foundry Supply Co., 
4600 E. 71st St., Cleveland 5, O. 


CORE SPRAYERS 


Freeman Supply Co., 1152 Broad- 
way, Toledo 5, O. 


CORE TRAYS 
Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, II. 


CORE TRUCKS 

Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, Ill 

Clark Industrial Truck Div., 
Clark Equipment Co., 
Battle Creek, Mich. 

Kirk & Blum Mfg. Co., 
Cincinnati 25, O. 

Sterling Wheelbarrow Co., 
7100 W. Walker St., 
Milwaukee 14, Wis. 


CORE VENTS 
Demmler, Wm., 
Kewanee, II! 

Freeman Supply Co., 1152 E. 
Broadway, Toledo 5, Ohio. 
Smillie, C. M. & Co., 1124 Wood- 
ward Heights Blvd., 
Ferndale 20, Mich. 
United Compound Co., Inc., 
328 South Park Ave., 
Buffalo 4, N. Y. 


& Bros., 


CORE WASH 


Asbury Graphite Mills, Asbury, N. J. 
Bloomsbury Graphite Co., 
Bloomsbury, N. J. 
Carborundum Co., 
Perth Amboy, N. J. 

Cities Service Oil Co., 3200 8S. 
Western Ave., Chicago 8, Il 
Corn Products Sales Co., 17 Battery 

Pl., New York City 4. 
Delta Oil Products Co., 
Milwaukee 9, Wis. 
Federal Foundry Supply Co., 
4600 E. 7ist St., Cleveland 5, O 
E. F. Houghton Co., 303 W. Lehigh 
Ave., Philadelphia 33, Pa. 
National Carbon Co., Inc., Carbon 
Products Div., 30 E. 42nd St., 
New York 17, N. Y. 
Smith Oil & Refining Co., 1102 
Kilburn Ave., Rockford, Il. 
Stevens, Frederic B., Inc., 
Detroit 26, Mich 
Superior Flake Graphite Co., 
3 S. Clark St., 
Chicago 3, Ill 
United Oil Mfg. Co., 
1429 Walnut St., Erie, Pa. 
United States Graphite Co., 
Saginaw, Mich 


CORE WIRE CUTTERS 


Federal Foundry Supply Co., 
4600 E. 71st St., Cleveland 5, O. 


CORE WIRE STRAIGHTENERS 
American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
Federa] Foundry Supply Co., 
4600 E. T7ist St., Cleveland 5, O. 


CORE WIRES 


Crescent Brass & Pin Co. 5766 
Trumbull Ave., Detroit, Mich. 


CORES (Annealing) 
Pressed Steel Co., Wilkes-Barre, Pa. 


CORES (Ceramic) 


American Lava Corp., 
Chattanooga, Tenn. 


COUPLINGS (Air Line) 

Cleco Division of Reed Roller Bit 
Co., Houston, Texas. 

U. S. Air Compressor Co., 5300 
Harvard Ave., Cleveland 5, Ohio. 


COUPLINGS (Flexible) 
Ajax Flexible Coupling Co., 
Westfield, N. Y. 


CRANE LUBRICATING SYSTEMS 
Blaw-Knox Co., Farmers Bank 
Bldg., Pittsburgh, Pa. 


CRANES (Bucket) 
Whiting Corp., 15607 Lathrop Ave., 
Harvey, III. 


CRANES (Electric Tramrail) 


Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. Y 


CRANES (Electric Traveling) 
American MonoRail Co., 13104 
Athens Ave., Cleveland 7, O. 
Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
1155 East 283rd St., Wickliffe, O. 
Erie Steel Construction Co., 
Erie, Pa. 
Harnischfeger Corp., 4411 W. Na- 
tional Ave., Milwaukee 14, Wis. 
Shepard-Niles Crane & Hoist Corp., 
360 Schuyler Ave., 
Montour Falls, N. Y. 
Whiting Corp., 15607 Lathrop Ave., 
Harvey, Ill. 


CRANES (Gantry) 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
Wickliffe, Ohio. 

Modern Equipment Co., 

Port Washington, Wis. 

Wellman Engineering Co., 7000 
Central Ave., Cleveland 4, O. 
Whiting Corp., 15607 Lathrop Ave., 

Harvey, Ill. 


CRANES (Hand Traveling) 

American MonoRail Co., 12104 
Athens Ave., Cleveland 7, O. 

Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. Y. 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
1155 East 283rd St., Wickliffe, O. 

Modern Equipment Co., 

Port Washington, Wis. 

Shepard-Niles Crane & Holst Corp., 
Montour Falls, N. Y. 

Whiting Corp., 15607 Lathrop Ave., 
Harvey, Ill. 


CRANES (Jib) 


American MonoRail Co., 13104 
Athens Ave., Cleveland 7, O. 

Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
Wickliffe, Ohio. 

Modern Equipment Co., 

Port Washington, Wis. 

Whiting Corp., 15607 Lathrop Ave., 

Harvey, II. 
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CRANES (Monorail) 


American MonoRail Co., 13104 
Athens Ave., Cleveland 7 0. 

Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. Y. 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
1155 East 283rd St., Wickliffe, O 

Modern Equipment Co., 

Port Washington, Wis. 

Shepard-Niles Crane & Hoist Corp., 
360 Schuyler Ave., 

Montour Falls, N. Y. 


CRANES (Self-Propelled) 
Silent Hoist & Crane Co., 835 63rd 
St., Brooklyn 20, N. Y. 


CRANES (Traction or Tractor) 


Silent Hoist & Crane Co., 885 63rd 
St., Brooklyn 20, N. Y. 


CRUCIBLES 
American Crucible Co., 
North Haven, Conn. 
Electro Refractories & Alloys Corp., 
Vars Bidg., Buffalo 2, N. Y. 
Dixon, Joseph, Crucible Co., 
Jersey City, N. J. 
Lava Crucible Co., Pittsburgh, Pa 
National Crucible Co., 
Mermaid Lane and Queen Sts 
Philadelphia 18, Pa. 
Ross-Tacony Crucible Co., 
Tacony, Philadelphia, Pa 
Vesuvius Crucible Co., 
Swissvale, Pa. 


CRUCIBLE FURNACES 

Ajax Electrothermic Corp 
Trenton, N. 

Campbell-Hausfeld Co 
Harrison, QO. 

Lindberg Engineering Ce Fisher 
Furnace Div., 2450 West Hub- 
bard, Chicago 12, Il 


CRUCIBLE LIFTERS 


Modern Equipment Co 
Port Washington, Wis 


CRUCIBLE POURING DEVICES 


Modern Equipment Co 
Port Washington, Wis 


CRUSHERS (Core) 


Simplicity Engineering C 
Durand, Mich. 


CUPOLAS 

Modern Equipment Co., 
Port Washington, Wis 

Tabor Mfg. Co., 62725 Tacony St 
Philadelphia 35, Pa 

Whiting Corp., 15607 Lathrop Ave., 
Harvey, Ill 


CUPOLAS (Laboratory) 
Model Foundry Equipment C 


1322 Hood Ave Rogers P 


CUPOLA BLOWERS 


Allis-Chalmers Mfg. Co 
Milwaukee 1, Wis 
Lamson Co vy. ¥ 
Roots-Connersvile Blower Corp 
Connersville, Ind. 

Spencer Turbine Co., 
Hartford, Conn. 

Whiting Corp., 15607 Lathrop Ave. 
Harvey, Ill. 


Syracuse 1 ' 


CUPOLA CHARGING MACHINES 


American MonoRail Co., 13104 
Athens Ave., Cleveland 7, O 
Cleveland Tramrail Div. of Cleve- 


land Crane & Engineering Co., 
Wickliffe, O. 
Harnischfeger Corp., 4411 W. Na- 
tional Ave., Milwaukee 14, Wis 
Modern Equipment Co., 
Port Washington, Wis 
Shepard-Niles Crane & Hoist Corp 
Montour Falls, N. Y 
Whiting Corp., 15607 Lathrop Ave 
Harvey, Ill 
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CUPOLA 


Foxboro C<x 


CONTROL EQU:iPMENT 


mpany, Foxboro, Mass 


CUPOLA DUST ARRESTORS 





Schneible Co Claude B., 
2827—25th St Detroit 16, Mich 
CUPOLA HOT BLAST 
EQLIPMENT 
» R ( 
( M ‘ 
New Y , 
CUPOLA LININGS 
Carborundum Co., 
Perth Amboy, N. J 
Cleveland Quarries Co., 1740 I 
i2th St., Cleveland 14, O 
A P. Green Fire Brick Co 
Mexi« M 
Ironton Fire Brick Co., Ir Oo 
nited States Graphite Co 
CUPOLA PATCHING GUNS 


CUPOLA SPARK ARRESTORS 





Cl I Ss eible Cc 2827 25th 
Me 6, Mic 
Vhiting ¢ 15607 I ive 
Harve 
CUTOFF MACHINES (Abrasive) 
Clipper } ( 
2500 W S 
Kansas ( Ss, M 
Fox Grinders Inc Oliver Bidg., 














Tabor Mfg. ¢ 6225 T ny St 
Philadelpt 5, Pa 
DARK ROOM ACCESSORIES 
(X-Ray) 
Eastman Kodak Co 
Rochester, N. Y 
General t X-Ray ¢ I 
4855 Electr Ave 
Milwaukee 14 Wis 
DARK ROOM PROCESSING 
(Chemical Tanks, etc.) 
Eastman Kodak Cx 
Rochester, N. Y 
DEGASIFIERS 
Metalloy Cort Rand Tower 
Minneapol 2, Minn 
Pittsburgh Metals Purifying Co., 
) wate me 
iZ, Pa 
National Engineering Co., 549 W 
Washingt St Chicago 6, Ill 
Niagara Falls Smelting & Refining 
Div Continental-United Indus- 
tries C Ir 2204 Elmwood 
Ave Buffalo 17, N. Y¥ 
DEOXIDIZERS 
Ajax Metal Co., 46 Richmond St 
Philadelphia 23, Pa 
Federated Metals Div., Americar 
Smelting and Refining Co 
120 Broadway, New York 5. N.Y. 
Cleveland Flux Co., 1026 Main St.. 
Cleveland 13, O 
Metalloy Corr Rand Tower 
Minneapol 2, Minn 
National Engineering Cx 549 W 


Washington 


Niagara Falls 


St., Il 


Chicago 6 
¢ Refining 


Smelting & 





Div., Continental-United Indus- 

tries Co., Inc., 2204 Elmwood 

Ave., Buffalo 17, N. Y 
Pittsburgh Metals Purifying Co 

1352 Marvista St., 

Pittsburgh 12, Pa 
DEOXIDIZERS (Ferrous) 
Carborund Co 

Perth Amboy, N. J 
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ENGINEEKING SERVICE 
(Foundry) (Cont'd.) 


DESULPHURIZERS DUST ARRESTING 


(Cont’d.) 


EQUIPMENT 











\mer in S i Sand C 
Central Life Bldg hneible Co Claude B erbert F. Miller, 2130 Melrose 
Ottawa, | 2827-25th St., Detroit 16, Mich Street, Rockford, Ill 
Cleveland Flux C 1026 Main §S r Mfe. Cc 622 Tacony St H. Putnam Co., 1319 2nd Ave., 
Cleveland 13. O ladelpt . 7 ck Island, Ill 
. ’ = . . ‘ Reichert Engineering ¢ 
Federal Foundry Supply Co., vhiting Cory p Ave 60 Broad St 
4600 E. Tlist St Cleveland 5, O ver I 7 
ae VS? ose ewark New Jersey 
Hercules Powder Co., we Engineers 
Wilmington 99, [el . ’ 24 E. Wells St 
Mathieson Chemical . DUST COLLECTORS : oe ie rte 
Mathieson Bldg Md ( 
Modern Equipment Cx ( l : cs ssasieaitaaiili 
. ar, 20. seins ENGINEERING SERVICE «Per- 
Port Washington, Wis 
‘ »- Det 7 manent Mold) 
Pittsburgh Metals Purifying ¢ Dp > 
)2 Marvista St as cers : Pattern Work 
, I I bor! ( rp t v Lid > 
tsburgh 12, Pa - = . . tities : a 25 West Be nt A 
5 Schmeig ndust! Piquette ? is. ] 
Solvay Sales \ Che ‘ t M 
r - ' ter Pattern Co 
: ‘ re lector St ( je B. Schne S97 e 
" , ¢ ; — 10 R . —- Ss 15 Main Ave., Cleveland, Ohio 
New Y k 6 y ~ é 
Vhitir ( rt 15607 Lathrop Ave 
i ey Il 
T SYSTEMS 
DUST COLLECTORS (Shake-out) "XHAUST SYSTEM 
' ca Aaa Air Filter Co., Inc., 
DIE CASTING MACHINES , wy lisville 8, Ky 
- ao aiiemiie wine tow Ta lericar Wheelabrator & Equip- 
Kux Machine C 3930 W. Harri- ‘ 5* “- e “ _ ent Cr Mishawaka Ind 
m St., Ct go 24, Ill nb-Detroit Ce Ir 5741 
Lester-Phoenix 2711 Chur DUST CONTROL (Chemical) . st Detroit 11, Mich 
St Cleveland 13, Ohio b Corporation, 
Miller-Taylor 1 Co 5005 E | i gerstown, Md —— 
rene Cleve . Ohio meig Industries, 302 Piquette, 
etroit 2. Mich 
eborn C eible Co., Claude B., 
( 1 B. § S27—25th St., Detroit 16, Mich 





City Patterr t drv & Macl ‘ 
Cc 1161 H Ave FABRICATORS (Metal) 

etroit 11 Mict DUST RECOVERY SYSTEMS 

ester-Phoer °711 Ctl ? ra Iron Works, 1405 Woodland 
St. Cleveland oni weeny Mag ve., Detroit 11, Mich 

a 

DIRECT FIRED HEATERS cnaenhacdl FACINGS 
Dray Corr Ne e Island ‘irk & Blun Mf elta Oj) Products Co., 

Pittsburgh 25. Pa Cincinnati 2 Milwaukee 9, Wis 

gborn C i ederal Foundry Supply Co., 
1600 E. Tist St Cleveland 5, O 
DOWEL PINS National Carbon Co., Inc., Carbon 
DYES & CHEMICALS Products Div 30 E. 42nd St., 

St indard Horse Nail Corp Yew York 17, N. Y 

New Bright Pa { | fic Graphite Works, 40th & Lin- 














ien Sts., Oakland 8, Calif, 
vens Inc., Frederic B., 
DRILLS (Pneumatic) ELECTRIC FURNACES (see Fur etroit 16, Mich 
~. ’ naces, Electric) ‘ r Flake Graphite Co 
Gardner-Denver C Quincy Tl! S Clark St 
Schramm Ir West Chester, Pa Chicas 3 I 
ELECTRODES (Graphite and nited States Graphite Co., 
Amorphous) Saginaw, Mich 
DRIVES (Reciprocating) International Graphit & Elect je 
( M r } e r - ‘ 
Ajax Flexible Coupling C 7, , FANS (Ventilating, Exhaust, Cool- 
Westfield, N. Y : ond & ing, ete.) 
N 1 4 merican Wheelabrator & Iquip- 
ent Co Mishawaka, Ind 
DRUMS (Magnetic) ’ Mfg. Co La Del Division, 
D - ELEVATORS New Philadelphia, Ohio 
Dings Magnet Separator Co 4740 naw ones —— ngborn Corp., Hagerstown, Md 
Electric Ave., Milwaukee 7. W th Ot FP 5 
Stearns Magnetic Mfg. Co.. 662 S 
28th St Milwaukee 4, Wis FEEDERS (Rotary) 
ELEVATORS (Bucket) Fuller Company, Catasauqua, Pa 
Bartlett & Snow C ( O 6201 nk Belt Co 300 W. Pershing 
DUMP HOPPERS Harvard Ave., Cleveland 5, O ma Chicago 9. Til 
é ( 16, O waygo Engineering Co., 
Roura Iron Works, 1405 Woodland Perst Newaygo, Mich 
Ave., Detroit 11, Mict 
isl FEEDERS (Sand) 
DUMP TRUCKS New I tlett & Snow Co., C. 9., 6201 
: ivgu ngir ( ; nei “gL * 
Frank G. Hough Co., Newayg Mict ene a : ; oe eI 
Libertyville, Ill Robins Convey é gm ance Pil 
Kwix s] Robins Ir € olumbus > 
Kwix-Mix Co P in nS 3elt Co., 300 W. Pershing 
Port Washington Wis - ey Rd Chicago 9, Ill 
Prime Mover Co., Muscat I 
ELEVATORS (Material Handling) e 
pg : 7 f 5) FERROBORON 
nh zelt C o Pershing 
DUST ARRESTING EQUIPMENT Rad Cc} 70 9 | ectro Metallurgical Div. Union 
Carb > & ‘s Cc 
American Air Filter Co., Inc., aaa oe orp., 
266 Central Ave., Louisville 8, Ky ELI Vv ATORS (Pneumatic, Material New York 17. N. Y. 
American ‘heelabrato & quit andling) : : 
America . ba eclab nee = quit lybdenum Corp. of America, 
mer Co., Mishawaka, Ind Fuller C Cat } Niddiedh. 46. Sh 
ritts Bn 2, a. 
Bartlett & Snow, C. .O., Co., 
39 arvar Ave 
ne ENGINEERING SERVIC 
eveland 5, (Foundry) FERROCHROME 
‘at Snes 11 < nk D. Campbel ectro Metallurgical Div. Union 
song 332 So. Michigan Ave Carbide & Carbon Corp., 
Chicag I] 30 E. 42nd St., 
Mfg. Co., K. Ferg New York 17, N. Y. 
mS less E. iit Hickman-Williams & Co., 
Newcomb-Detroit Co., Inc., ‘ ; Cleveland, O 
57 2ussell St troit 11. Mich. & let , 
41 Russell St., Detroit 11, M Blds Detroit. Mich Ohio Ferro-Alloys Corp., 
Pangborn Corp., Hagerstown, Md toht iates. I Canton 2, O 
es, Inc » Ve 
Sehmiee Industries 302 Piquette k Blvd nadium Corp., of Amer'tca, 420 
St Detroit 2, Mict Lexington Ave., New York, N. Y 
—When writing advertisers, picase mention THE FouNDRY— 





FERROCOLUMBIUM 


Electro Metallurgical Div. 
Carbide & Carbon Corp., 
30 E. 42nd St., 

New York 17, N. Y. 


Union 


FERROMANGANESE 


Electro Metallurgical Div. 
Carbide & Carbon Corp., 
30 E. 42nd St., 

New York 17, N. Y. 

Ohio Ferro-Alloys Corp., 
Canton 2, O. 

Tennessee Products & Chemical 


Union 


Corp., American National Bank 
Bldg., Nashville 3, Tenn. 
FERROMOLYBDENUM 


Climax Molybdenum Co., 500 Fifth 
Ave., New York 18, N. Y. 

Molybdenum Corporation of Amer- 
ica, Pittsburgh 19, Pa. 


FERROPHOSPHOROUS 


Tennessee Products & Chemical 
Corp., American National Bank 
Bidg., Nashville 3, Tenn. 


FERROSILICON 


Electro Metallurgical Div. 
Carbide & Carbon Corp., 
30 E. 42nd St., 

New York 17, N. Y. 

Jackson Iron & Steel Co., 
Jackson, O. 

Keokuk Electro Metals Co., 429 So. 
4th St., Keokuk, lowa. 

Miller & Company, 332 S. Michigan 
Ave., Chicago 4, Il. 

Ohio Ferro-Alloys Corp., 

Canton 2, O. 

Tennessee Products & Chemical 
Corp., American National Bank 
Bldg., Nashville 3, Tenn. 

Vanadium Corp. of America, 420 
Lexington Ave., New York, N. ¥ 


Union 


FERROTITANIUM 


Electro Metallurgical Div. 
Carbide & Carbon Corp., 
30 E. 42nd St., 

New York 17, N. Y. 


Vanadium Corp. of America, 420 
Lexington Ave., New York, N. Y. 


Unton 


FERROTUNGSTEN 


Electro Metallurgical Div. 
Carbide & Carbon Corp., 
30 E. 42nd St., 

New York 17, N. Y. 

Molybdenum Corp. of America, 
Pittsburgh 19, Pa. 


Union 


FERROVANADIUM 


Electro Metallurgical Div. 
Carbide & Carbon Corp., 
30 E. 42nd St., 

New York 17, N. Y. 

Vanadium Corp. of America, 420 
Lexington Ave., New York, N. Y. 


Union 


FILM (X-Ray) 
Eastman Kodak Co., 
Rochester, N. Y. 


General Electric X-Ray Corp., 
4855 Electric Ave., 
Milwaukee 14, Wis. 


FILTERS (Air) 


American Air Filter Co., 266 Cen- 


Ave., Louisville 8, Ky. 
Dollinger Corp., 36 Centre Park, 
Rochester 4, N. Y. 
FILTERS (Liquid) 


Dollinger Corp., 36 Centre Park, 
Rochester 4, N. Y. 


FIRE BRICK 


Babcock & Wilcox Co., 


85 Liberty 
St., New York 6, N. Y. 





FIKE BRICK 


(Cont’d.) 
Carborundum Co., 


Perth Amboy, N. J. 

Electro Refractories & Alloys Corp., 
Vars Building, Buffalo 2, N. Y. 

A. P. Green Fire Brick Co., 
Mexico, Missouri. 

Harbison-Walker Refractories 
1745 Farmers Bank Bidz., 
Pittsburgh 22, Pa. 

Illinois Clay Products Co., 
Joliet, Ill. 

Norton Co., Worcester 6, Mass. 

Stevens Inc., Frederic B., 
Detroit 16, Mich, 

Chas. Taylor Sons Co., 
P.O. Box 58, Annex Sta., 
Cincinnati 14, Ohio. 


Co., 


FIRE CLAY 


Eastern Clay Products, 
Jackson, O. 

A. P. Green Fire Brick Co., 
Mexico, Missouri. 

Harbison-Walker Refractories Co., 
1745 Farmers Bank Blidg., 
Pittsburgh 22, Pa. 

Illinois Clay Products Co., 
Joliet, Il. 

Ironton Fire Brick Co., 

Chas, Taylor Sons Co., 
P.O. Box 58, Annex Sta., 
Cincinnati 14, O. 


inc., 


Ironton, O. 


FIRE SAND 


Carborundum Co., 
Niagara Falls, N. Y. 


Cleveland Quarries Co., 1740 E. 
12th St., Cleveland 14, O. 


FIRESTONE 


Cleveland Quarries Co., 
12 St., Cleveland 14, O. 


1740 E. 


FLASK BANDS 
Chicago Mfg. & Distributing Co., 
1928 W. 16th St., Chicago 9, Ill. 


Hines Flask Co., 3431 W. 140th St., 
Cleveland 11, Ohio. 


FLASK BUSHINGS 

Black, Sivalls & Bryson, inc., 720 
Delaware, Kansas City 6, Mo. 

Hines Flask Co., 3431 W. 140th 8t., 
Cleveland 11, Ohio. 


Shanafelt Mfg. Co., 3623 Winfield 
Way, N. E., Canton 5, Ohio. 


Sterling Wheelbarrow Co., 7100 W. 
Walker St., Milwaukee 14, Wis. 


Universal Engineering Co., 
Frankenmuth, Mich. 


FLASK PINS 
Black, Sivalls & Bryson, Inc., 720 
Delaware, Kansas City 6, Mo. 


Hines Flask Co., 3431 W. 14Uth St., 
Cleveland 11, Ohio. 


Shanafelt Mfg. Co., 3623 Winfield 
Way, N. E., Canton 5, Ohio 


Sterling Wheelbarrow Co., 7100 W. 
Walker St., Milwaukee 14, Wis. 


Universal Engineering Co., 
Frankenmuth, Mich. 


FLASKS (Aluminum) 


Adams Co., Dubuque, lowa. 

Fremont Flask Co., Fremont, O. 

Hines Flask Co., 3431 W. 140th St., 
Cleveland 11, O. 

Mineral 

Ohio 


Peerless Products Co. 


Conneaut, 


FLASKS (Dowmetal) 


Fremont Flask Co., Fremont, O. 
Hines Flask Co., 3431 W. 140th St., 
Cleveland 11, O. 


FLASK FILLERS 


Bartlett & Snow, C. C., Co., 
6201 Harvard Ave., 
Cleveland 5, O. 


FLASK FILLERS (Cont’d.) 


Beardsley & Piper Co., 
2424 No. Cicero, 
Chicago 39, Ill. 


Jeffrey Mfg. Co., Columbus 16, O. 


FLASKS (Slip) 


Adams Co., Dubuque, Iowa, 
Diamond Clamp & Flask Co., 
Richmond, Ind. 
Fremont Flask Co., Fremont, O. 
Freeman Supply Co., Toledo 5, O. 
Hines Flask Co., 3431 W. 140th St., 
Cleveland 11, O 
Industrial Fabricating, Inc., 
817 Hall St., Eaton Rapids, Mich. 


FLASKS (Snap) 


Adams Co., Dubuque, Iowa. 
Diamond Clamp & Flask Co., 
Richmond, Ind. 
Fremont Flask Co., Fremont, O. 
Hines Flask Co., 3431 W. 140th St., 
Cleveland 11, Ohio. 
Stevens, Inc., Frederic B., 
Detroit 16, Mich, 


FLASKS (Steel) 


Black, Sivalls & Bryson, Inc., 
720 Delaware, Kansas City 6, Mo. 
Industrial Fabricating, Inc., 

817 Hall St., Eaton Rapids, Mich. 
Shanafelt Mfg. Co., 3623 Winfield 
Way, N. E., Canton 5, Ohio. 
Sterling Wheelbarrow Co., 7100 W. 
Walker St., Milwaukee 14, Wis. 
Truscon Steel Co., Pressed Steel 
Div., 6100 Truscon Ave., 

Cleveland, Ohio. 


FLASK FITTINGS 


Adams Co., Dubuque, Iowa. 
Black, Sivalls & Bryson, Inc., 720 
Delaware, Kansas City 6, Mo. 

Diamond Clamp & Flask Co., 
Richmond, Ind. 

Federal Foundry Supply Co., 
4600 E. Tist St., Cleveland 5, O. 

Hines Flask Co., 3431 W. 140th St., 
Cleveland 11, Ohio. 

Shanafelt Mfg. Co., 3623 Winfield 
Way, N. E., Canton 5, Ohio. 
Truscon Steel Co., Pressed Steel 

Div., 6100 Truscon Ave., 
Cleveland, Ohio. 


FLASK LIFT MACHINES 


Beardsley & Piper Co., 
2424 No. Cicero, 
Chicago 39, Ill. 

Tabor Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa. 


FLASK LUMBER 


Dougherty Lumber Co., 4300 E. 
66th St., Cleveland 5, O. 

Rietz Lumber Co., 1800 N. Central 
Park Ave., Chicago, Ill. 


FLASKS (Wood) 
Adams Co., Dubuque, Iowa. 


Chicago Mfg. & Distributing Co., 
1928 W. 16th St., Chicago 9, Ill. 


Diamond Clamp & Flask Co., 
Richmond, Ind. 


FLOORING 
Norton Co., 


(Non-Slip) 
Worcester 6, Mass. 


FLUXES 


American-British Chemical Supplies 
Inc., 180 Madison Ave., 
New York 16, N. Y. 

Apex Smelting Co., 2537 West Tay- 
lor St., Chicago 12, III. 

Cleveland Flux Co., 1026 Main St., 
Cleveland 13, O. 

Mathieson Chemical Corp., 
Mathieson Bldg., Baltimore 3, Md. 

Niagara Falls Smelting & Refining 


Div., Continental-United Indus- 
tries Co., Inc., 2204 Blmwood 
Ave., Buffalo 17, N. Y. 
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FLUXES (Conta.) 

Pittsburgh Metals Purifying Co, 
1352 Marvista S8t., 
Pittsburgh 12, Pa. 

Puro-Seal Co., 2323 West 
Cleveland 13, Ohio. 


Third, 


FLUXES Welding & 


Tinning) 

Linde Air Products Co., 
30 E. 42nd St., 
New York 17, N. Y. 


(Soldering, 


FOUNDRY CONSULTANTS 

Lester B. Knight & Associates Inc., 
600 West Jackson Blvd., 
Chicago 3, Il. 


FOUNDRY ENGINEERS 

Lester B. Knight & Associates Inc., 
600 West Jackson Blvd., 
Chicago 3, IIl. 

A. A. Wickland Co., 205 W 
Wacker Dr., Chicago 6, Ill 


FOUNDRY LAYOUT & METHODS 


Frank D. Campbell, 
332 So. Michigan Ave., 


Chicago, Ill. 
H. K. Ferguson, 
1783 E. 11th St., 


Cleveland 14, Ohio 

Giffels & Vallet, Inc., 
Marquette Bldg., Detroit, Mich 

Lester B. Knight & Associates, Inc., 
600 West Jackson Bivd., 
Chicago 3, II. 

W. G. Reichert Engineering Co 
1060 Broad St., 
Newark, New Jersey 


FOUNDRY NAILS 
Capewell Mfg. Co., Hartford, Conn 
Crescent Brass & Pin Co., 5766 
Trumbull Ave., Detroit, Mich 
Standard Horse Nail Corp., 
New Brighton, Pa. 


FOUNDRY SHOES (Safety) 
Safety First Coe... 
Holliston, 


Shoe 
Mass 


FOUNDRY SHOVELS 
(See SHOVELS) 


FOUNDRY SUPPLIES 


Rossborough Supply Co., 1456 W 
9th St., Cleveland 13, Ohio 


FOUNDRY SUPPLY HOUSES 
Combined Supply & Equipment Co., 
Inc., 215 Chandler St., 
Buffalo 7, N. Y. 
Eastern Clay Products, 
Jackson, O. 
Federal Foundry Supply Co., 
4600 E. Tist St., Cleveland 5, O 
Foundries Materials Co 
Coldwater, Mich 
Freeman Supply Co., 1152 E 
Broadway, Toledo 5, O 
Stevens, Inc., Frederic B., 
Detroit 16, Mich. 


Inc., 


FOUNDRY SYSTEMS 
W. G. Reichert Engineering C 
1060 Broad St 


Newark, New Jersey 


FURNACES (Aluminum 2&2 Mag- 
nesium Billets) 

Carl-Mayer Corp., 3030 Euclid Ave., 
Cleveland 15, Ohio. 

Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland 13, Ohio 


FURNACES (Aluminum & Mag- 
nesium Forgings) 

Carl-Mayer Corp., 3030 Euclid Ave., 
Cleveland 15, Ohio. 

Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland 13, Ohio 


FURNACES (Aluminum Melting) 


Ajax Engineering Corp., 

Trenton, N. J. 
Campbell-Hausfeld Co., Harrison, O 
Eclipse Fuel Engineering Co., 

711 So. Main St., Rockfori, Ill. 
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®URNACES Rivet 


Weating) 


Ajax Electric Co., Inc., 
Philadelphia 23, Pa. 


(Aluminum 


FURNACES 


Carl-Mayer Corp., 3030 Euclid Ave., 

Cleveland 15, Ohio. 

Despatch Oven Co. 

Minneapolis 14, Minn. 
Eclipse Fuel Engineering Co., 

711 So. Main St., Rockford, Ill. 
Electric Furnace Co., Salem, Ohio. 
Foundry Equipment Co., 1851 Co- 

lumbus Rd., Cleveland 13, Ohio. 
Holcroft & Company, 

6545 Epworth Blvd., 

Detroit 10, Mich 
Lindberg Engineering Co., 

Fisher Furnace Div., 

2450 West Hubbard, 

Chicago 12, Ill. 


(Annealing) 


FURNACES (Crucible Melting) 


Ajax Electrothermic Corp., 
Trenton, N. ‘ 

Ajax Metal Co., Philadelphia 23, Pa. 
Campbell-Hausfeld Co., 
300-320 Moore St., 
Lindberg Engineering Co., 
Furnace Div., 2450 West 
bard, Chicago 12, III. 
Stroman Furnace & Engineering Co., 
Div. of Peterson Oven Co., 9900 
Franklin Ave., Franklin Park, III. 


Harrison, O. 
Fisher 
Hub- 


FURNACES (Electric Melting) 


Ajax Electric Furnace Corp., 
46 Richmond §8&t., 
Philadelphia 23, Pa. 
Ajax Electrothermic Corp., 
Trenton, N. J. 
Ajax Engineering Corp., 
Trenton, N. J. 
Ajax Metal Co., Philadelphia 23, Pa. 
American Bridge Co., 
Pittsburgh 19, Pa. 
Detroit Electric Furnace 
Kuhiman Electric Co., 
Bay City, Mich. 
Greene Electric Furnace Co., 
6th So., Seattle 4, Wash 
Pittsburgh Lectromelt Furnace 
Corp., P. O. Box 1125, 
Pittsburgh, Pa. 
Whiting Corporation, 
Ave., Harvey, JI. 


Div. of 


2702 


15607 Lathrop 


FURNACES (Gas or Oil Fired) 


Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 
Campbell-Hausfeld Co., Harrison, O. 
Carl-Mayer Corp., 5030 Euclid Ave., 
Cleveland 15, Ohio. 
Electric Furnace Co., Salem, Ohio. 
Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland 13, Ohio. 
Lanly Company, 750 Prospect Ave., 
Cleveland 15, Ohio. 
Lindberg Engineering Co., 
Fisher Furnace Div., 
2450 West Hubbard, 
Chicago 12, Ml. 
Stroman Furnace & Engineering Co., 
Div. of Peterson Oven Co., 9900 
Franklin Ave., Franklin Park, III. 


FURNACES (Gray Iron Melting) 


American Bridge Co., 
Pittsburgh 19, Pa. 

Detroit Electric Furnace Div. of 
Kuhlman Electric Co., 
Bay City, Mich. 

Pittsburgh Lectromelt 
Corp., P. O. Box 1125, 
Pittsburgh, Pa. 


Furnace 


FURNACES (Heat Treating) 

Ajax Electric Co., Inc., 
Philadelphia 23, Pa. 

Carl-Mayer Corp., 3030 Euclid Ave., 
Cleveland 15, Ohio. 

Despatch Oven Co., 
Minneapolis 14, Minn. 

Electric Furnace Co., Salem, Ohio 


Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland 13, Ohio. 
Holecroft & Company, 
6545 Epworth Blvd 
Detroit 10, Mich 
Lindberg Engineering Co., Fisher 
Furnace Div., 2450 West Hub- 


bard, Chicago 12, Il 
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FURNACES, 
(Electric) 

Ajax Electric Co., Inc., 
Philadelphia 23, Pa. 

Ajax Electrothermic Corp., 
Trenton, N. J. 

Carl-Mayer Corp., 3030 Euclid Ave., 
Cleveland 15, Ohio. 

Despatch Oven Co., 
Minneapolis 14, Minn. 

Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland 13, Ohio 


HEAT TREATING 


FURNACES (Induction Heating) 


Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 


FURNACES (Malleable Annealing) 


Carl-Mayer Corp., 3030 Euclid Ave., 
Cleveland 15, Ohio. 
Electric Furnace Co., Salem, Ohio 
Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland 13 Ohio. 
General Electric Co., 
Schenectady, N. Y. 
Holcroft & Company 
6545 Epworth Blvd., 
Detroit 10, Mich 


Lindberg Engineering Co., 
Fisher Furnace Div., 
2450 West Hubbard, 
Chicago 12, Ill. 

Whiting Corporation, 
Ave., Harvey, II. 


15607 Lathrop 


FURNACES (Malleable Melting) 


American Bridge Co., 
Pittsburgh 19, Pa. 

Pittsburgh Lectromelt Furnace 
Corp., P. O. Box 1125, 
Pittsburgh, Pa. 

Whiting Corporation, 15607 Lathrop 
Ave., Harvey, II. 


FURNACES 


Ajax Electrothermic Corp., 
Trenton, N. J. 

Ajax Engineering Corp., 

Trenton, N. J. 

Ajax Metal Co., Philadelphia 23, Pa 

Campbell-Hausfeld Co., Harrison, O 

Detroit Electric Furnace Div, of 
Kuhlman Electric Co., 

Bay City, Mich. 

Eclipse Fuel Engineering Co., 

711 So. Main St., Rockford, Il. 

Lindberg Engineering Co., Fisher 
Furnace Div., 2450 West Hub- 
bard, Chicago 12, Ill. 

Stroman Furnace & Engineering 
Co., Div. of Peterson Oven Co., 
9900 Franklin Ave., 

Franklin Park, Il. 


(Nonferrous Melting) 


FURNACES (Powdered Coal) 


Whiting Corp., 15607 Lathrop Ave., 
Harvey, Ill. 


FURNACES (Steel Melting) 
Ajax Electrothermic Corp., 
Trenton, N. 


American Bridge Co., 
Pittsburgh 19, Pa. 


Detroit Electric Furnace Div. of 
Kuhlman Electric Co., 

Bay City, Mich. 
Pittsburgh Lectromelt Furnace 


Corp., P. O. Box 1125, 
Pittsburgh, Pa. 


FURNACE 
Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 
Campbell-Hausfeld Co., Harrison, O 
Eclipse Fuel Engineering Co., 
711 So. Main St., Rockford, Ill 
Joy Mfg. Co., La-Del Division, 
New Philadelphia, Ohio. 
Lindberg Engineering Co., Fisher 
Furnace Div., 2450 West Hub- 
bard, Chicago 12, Il. 
Roots-Connersville Blower Corp., 
Connersville, Ind. 


BLOWERS 


FURNACE LININGS 

Campbell-Hausfeld Co., 
Harrison, O. 

Carborundum Co., 
Perth Amboy, N. J 

Electro Refractories & Alloys Corp 
Vars Building, Buffalo 2, N. Y 

A. P. Green Fire Brick Co., 
Mexico, Missouri 

Ironton Fire Brick Co., Ironton, O 

Lindberg Engineering Co., Fisher 
Furnace Div., 2450 West Hub- 
bard, Chicago 12, Il. 

National Carbon Co. Inc., Carbon 
Products Div., 30 E, 42nd St., 
New York 17, N. Y 

Stroman Furnace & Engineering Co., 
Div. of Peterson Oven Co., 9900 
Franklin Ave., Franklin Park, Ill 

United States Graphite Co., 
Saginaw, Mich 


GAGGERS 
Federal Foundry Supply Co., 
4600 E. Tist St., Cleveland 5, O 
Wadsworth Equipment Co 
2457 Mogadore Rd., Akron, Ohio 


GAS (Oxygen, Acetylene, Industrial) 


Air Reduction Sales Co., %0 East 
42nd St., New York 17, N. Y. 
Linde Air Products Co., 30 BE. 42nd 

St., New York 17, N. Y. 
GAS BURNERS 
Lindberg Engineering Cé¢ 

Fisher Furnace Div 2450 West 


Hubbard St., Chicago 12, Ill 


GENERATORS 


Linde Air Products Co., 
30 E. 42nd St., 
New York 17, N. Y¥ 


(Acetylene) 


GLOVES (Industrial, Safety) 


American Optical Co., 
Southbridge, Mass 
Safety Clothing & Equ 
7016 Euclid Ave 
Cleveland 3, Ohi 


pment C 


GOGGLES and EYE PROTECTORS 


American Optical Co., 
Southbridge, Mass 
Chicago Eye Shield Co., 
2300 West Warren, 
Chicago 12, Ill. 

Goggle Parts Company 
West 9th St., 

Wilson Products Inc., 


Inc., 1468 
Cleveland 13, Ohio 
Reading, Pa 


GRAPHITE 


Asbury Graphite Mills, Asbury, N.J 

Acheson Colloids Corp., 
Port Huron, Mich. 

Bloomsbury Graphite Co., 
Bloomsbury, N. J. 

Federal Foundry Supply Co., 
4600 E. 7ist St., Cleveland 5, O 

International Graphite & Electrode 
Corp., St. Marys, Pa. 

National Carbon Co. Inc., 
Products Div., 30 E. 42nd 
New York 17. 

Superior Flake Gr 
33 S. Clark St., 
Chicago 3, Ill 

United States Graphite Co., 
Saginaw, Mich 


Carbon 
St., 


aphite Cx 


GRINDERS 


Chicago Pneumatic Tool Co., 
44th St., New York 17, N. 

Independent Pneumatic Tool 
Aurora, Ill 

Rotor Tool Co., 17325 
Cleveland 12, Ohio 

U. 8. Electrical Tool Co., 
Cincinnati 4, O 


(Electric Portable) 

6 East 
= 
Co., 


Euclid Ave., 


GRINDERS 


Chicago Pneumatic Tool Co., 6 East 
44th St., New York 17, N. Y. 

Cleco Pneumatic Tool Div., Reed 
Roller Bit Co., Houston, Tex 

Independent Pneumatic Tool Co., 
Aurora, Ill 


(Pneumatic Portable) 
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GRINDEKS Portable) 


(Cont'd,) 


(Paeumatic 


Master Pneumatic Tool Co., Inc., 
Orwell, Ohio. 
Rotor Tool Co., 


Cleveland 12, 


17325 
Ohio. 


Euclid Ave., 


GRINDERS (Surface, Bench, Disc., 
Floor) 


Fox Grinders, Inc., Oliver Bidg., 
Pittsburgh 22, Pa. 

Independent Pneumatic Tool Co., 
Aurora, Ill 

U. S. Electrical Tool Co., 
2488 River Rd., 
Cincinnati 4, O. 

Vonnegut Moulder Corp., 
1815 Madison Ave., 
Indianapolis 2, Ind. 


GRINDERS (Swing Frame) 


Fox Grinders, Inc., Oliver Bldg., 
Pittsburgh 22, Pa. 
Sutter Products Co., 
Dearborn, Mich 
Vonnegut Moulder Corp., 
1815 Madison Ave., 
Indianapolis 2, Ind. 


GRINDING WHEELS—See ABRA- 
SIVE WHEELS 


GRINDING WHEEL DRESSERS 


Carborundum Co., 
Niagara Falls, ™. Y. 
Desmond-Stephay Mfg. Co., 
Urbana, O. 


GRINDSTONES 


Bay State Abrasive Products 
Westboro, Mass. 


Co., 


GRIT (Abrasive) 
Alloy Meta] Abrasive Co., 
Ann Arbor, Mich. 
American Steel Abrasives Co., 
Galion, O. 
American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
Carborundum Co., 
Niagara Falls, N. Y. 
Clayton Sherman Abrasives Co., 
3896 Lonyo Rd., Detroit 10, Mich. 
Cleveland Metal Abrasive Co., 
887 E. 67th St., Cleveland, Ohio. 
Globe Steel Abrasive Co., 
Mansfield, Ohio. 
Hickman-Williams & Co., Union 
Commerce Bldg., Cleveland 14, O. 
Metal Blast, Inc., 871 E, 67th St., 
Cleveland, Ohio. 
Pangborn Corp., Hagerstown, 
Pittsburgh Crushed Steel Co., 
Pittsburgh 1, Pa. 


Md. 


HAMMERS (Chipping) 


Chicago Pneumatic Tool Co., 6 East 
44th St., New York 17, N. Y. 
Cleco Pneumatic Tool Div., Reed 
Roller Bit Co., Houston. Texas. 

Dayton Pneumatic Tool Co., 
Dayton 1, Ohio. 

Independent Pneumatic Tool Co., 
Aurora, Il, 

Joy Mfg. Co., Sullivan Division, 
Michigan City, Ind. 

Master Pneumatic Tool Co., Inc., 
Orwell, Ohio. 

Schramm Inc., 


West Chester, Pa. 


HARDNESS TESTING EQUIP- 


MENT 
Detroit Testing Machine Co., 
19390 Grinnell Ave., 
Detroit 13, Mich. 
Harry W. Dietert Go., 9330A Rose- 
lawn Ave., Detroit 4, Mich. 
Steel City Testing Machines Inc., 
8843 Livernois Ave., 
Detroit 4, Mich. 


Foxboro Company, Foxboro, Mass. 
UlMnois Testing Laboratories, Ine., 
418 N. LaSalle 8t., 
Chicago 10, Il. 
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HEAT CONTROL AND RECORD- 
ING DEVICES (Cont’d.) 

Lindberg Engineering Co., 
Fisher Furnace Div., 
2450 West Hubbard, 
Chicago 12, Ill. 

Marshall Co., L. H., 270 W. 
Columbus 1, O. 


Lane, 


HEATERS Ou, Electric) 


American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind 

Carl-Mayer Corp., 3030 Euclid 
Ave., Cleveland 15, Ohio. 

Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland t3, Ohio. 

Lanly Co., 750 Prospect Ave., 
Cleveland 15, Ohio. 


(Gas, 


Newcomb-Detroit Co. Ine 5741 
Russell St Detroit 11, Mict 
Ross Engineering Corp., J. O., 350 


Madison Ave., New York 17, N.Y 


HEATERS 
tric) 


(High Frequency Elec- 


Ajax Electrothermic Corp., 
Trenton, N. J. 


HEATERS (Indirect Fired) 


Carl-Mayer Corp., 3030 Euclid 
Ave Cleveland 15, Ohio 

Foundry Equipment Co., 1831 Co- 
lumbus Rd., Cleveland 13, Ohio 


HEATERS 
Fired) 


(Space, Unit, Direct 


Dravo Corp., Neville Island, 


Pittsburgh 25, Pa. 


HEATERS 
Water) 


(Space, Unit, Oven, 


American Wheelabrator & Equip- 
ment Co., Mishawaka, Inc. 

Foundry Equipment Co., 131 Co- 
lumous Rd., Cleveland 13, Ohio 

Newcomb-Detroit Co, Ine 5741 
Russell St Detroit 11, Mict 


HELMETS 


American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
American Optical Co., 
Southbridge, Mass. 
Pangborn Corp., Hagerstown, Md 
Safety Clothing & Equipment Cx 
7016 Euclid Ave 
Cleveland 3, Ohio 


(Blasting) 


HELMETS (Welding) 


American Optical Co., 
Southbridge, Mass 


HOISTS (Air) 


Chicago Pneumatic Tool Co., 6 East 
44th St., New York 17, N. Y. 

Curtis Pneumatic Machinery Co., 
1922 Kienlen Ave., 
St. Louis 20, Mo. 

Gardner-Denver Co., Quincy, III 

Ingersoll-Rand Co., 11 Broadway, 
New York 4, N. Y 

Joy Mfg. Co., Sullivan Division, 
Michigan City, Ind. 


HOISTS (Chain) 


Chisholm-Moore Hoist Corp. and 
Celumbus-McKinnon Chain Corp., 
Tonawanda, N. Y. 

Cleveland Tramrail 
land Crane & 
1155 East 


Div. of Cleve- 
Engineering Co 
283rd St., Wickliffe, O 


HOISTS (Electric) 


Chisholm-Moore Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N 2 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
1155 East 283rd St., Wickliffe, O 

Harnischfeger Corp., 4411 W. Na- 
tional Ave., Milwaukee 14, Wis 

Joy Mfg. Co., Sullivan Division 
Michigan City, Ind 

Modern Equipment Co., 

Port. Washington, Wis 

Shepard-Niles Crane & Hoist Corp., 
Montour Falls, N. Y. 
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HOISTS (Cont’d.) 


15607 Lathrop Ave., 


(Electric) 


Whiting Corp., 
Harvey, Ill 


HOISTS (Hand) 


Chisholm-Movre Hoist Corp. and 
Columbus-McKinnon Chain Corp., 
Tonawanda, N. Y. 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
Wickliffe, Ohio. 

Clipper Mfg. Co., 

2800 Warwick St 
Kansas City s Mo 


HOODS (Shakeout, pouring) 


Claude B. Schneible Co., 
25th St., Detroit 16. 


9297 
ose i 


Mich. 


HOPPERS 


Industrial Fabricating, In-., 
817 Hall St., Eaton Rapids, Mich. 


(Sand) 


HOSE (Air, Blasting, Gas) 


Gardner-Denver Co., Quincy, III. 

Hewitt Rubber Div. Hewitt-Robins 
Div., Inc., 240 Kinsington Ave., 
Buffalo 5, N. Y. 

Ingersoll-Rand Co., 

11 Broadway, New York 4, N. Y 
Pangborn Corp., Hagerstown, Md. 
Raybestos-Manhattan, Inc., 

Manhattan Rubber Div., 

Passaic, N. J. 

Schramm Inc., West Chester, Pa. 


Water, 


HYDRAULIC CLEANING 
EQUIPMENT 


Hydro-Blast Corp., 2050 N, Western 
Ave., Chicago 47, III. 
Pangborn Corp., Hagerstown, Md. 


HYDRO FINISHING EQUIPMENT 


Pangborn Corp., Hagerstown, Md. 


ILLUMINATORS (X-Ray Film) 


Eastman Kodak Co., 
Rochester, N. Y. 


IMPREGNATING SYSTEMS 


Empire Varnish Co., 2636 E, 76th 
St., Cleveland 4, O 
Metallizing Company of America, 


3520 W. Carroll Ave., 
Chicago 24, Ill 
Tincher Products 
Ideal Industries 
Sycamore 12, Il 


Divisior 


INDUSTRIAL ENGINEERING 


SERVICE 


Lester B. Knight & Associates, Inc., 
600 West Jackson Blvd., 
Chicago 3, Ill. 


INGOT MOLDS 
Acme Foundry Co., Detroit 16, Mich. 


INGOTS (Nonferrous) 


Ajax Metal Co., 
Philadelphia 23, Pa. 
Federated Metals Div. of American 
Smelting and Refining Co. 
120 Broadway, New York 5 
Apex Smelting Co., 2537 West 
Taylor St., Chicago 12, Ill. 
Federated Metals Div., 
American Smelting and Ref. Co., 
New York 5 
Frontier Bronze Corp., 818 Elm- 
wood Ave., Niagara Falls, N. Y. 
International Nickel Co., Inc., 
67 Wall St., New York City 5 
R. Lavin & Sons Inc 
326 S Kedzie Ave 
Chicago 23, Il 
Northwestern Iron & Metal Co., 
900 ‘‘T’’ Street, 
Lincoln, Nebraska 
Sonken-Galamba Corp., 
Kansas City 18, Kansas 


INGOTS (Conat'd.) 


Western Metals Co., 3201 So. Kedzie 
Ave., Chicago 23, Il. 


(Nonferrous) 


INJECTION MOLDING MACHINES 


Lester-Phoenix Inc., 2711 Church 
St., Cleveland 13, Ohio 
W. McGeough, Milwaukee 7, Wis. 


INOCULANTS 
Carborundum Co., 
Perth Amboy, N. J. 
INSERTS (Ceramic) 
American Lava Corp., 
Chattanooga, Tenn. 
IRON CEMENT 


Mfg. Co., 570 Communi- 
Jersey City 4, N. J. 


Smooth-On 
paw Ave., 


IRON ORE 


Pickands, Mather & Co., 
Cleveland 14, O. 


IRON OXIDES 


Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, Il. 
Delta Oil Products Co., 
Milwaukee 9, Wis. 
Tamms Industries Inc., 
228 N. LaSalle St., 
Chicago 1, Ill. 


JACKETS (Mold) 


Adams Co., Dubuque, Iowa 
Chicago Mfg. & Distributing Co., 
1928 W. 46th St., Chicago 9, Il 


Diamond Clamp & Flask Co., 
Richmond, Ind 

Fremont Flask Co., Fremont, O 

Hines Flask Co., 3431 W. 140th St., 
Cleveland 11, Ohio 

Industrial Fabricating, Inc., 
817 Hall St., Eaton Rapids, h**h 

Peerless Mineral Products Co. 
Conneaut, Ohio 


LABORATORY 
(Chemical) 


Harry W. Dietert Co., 9330A Rose- 
lawn Ave., Detroit 4, Mich. 


EQUIPMENT 


LABORATORY EQUIPMENT 
(Physical) 


Harry W. Dietert Co., 9330A Rose- 
lawn Ave., Detroit 4, Mich 

National Engineering Co., 549 W 
Washington St., Chicago 6, Il 

Norton Co., Worcester 6, Mass. 


LADLES 


Industrial Equipment Co., 
Minster, O 
Industrial Fabricating, Inc, 
817 Hall St., Eaton Rapids, Mich 
Modern Equipment Co., 
Port Washington, Wis. 
Frederic B. Stevens, Inc., 
Detroit 16, Mich. 
Whiting Corp., 


15607 Lathrop Ave., Harvey, Il 


LADLE LININGS 


A. P. Green Fire Brick Co., 
Mexico, Missouri 

Harbison-Walker Refractories Co., 
1745 Farmers Bank Blidg., 
Pittsburgh 22, Pa 

Ironton Fire Brick Co., 
Ironton, Ohio 


LEAD 
Federated 
Smelting and 

120 Broadway, 


Metals Div., American 
Refining Co. 
New York 5 


LEGGINGS (Safety) 


Safety Clothing & Equipment C: 
7016 Euclid Ave 
Cleveland Oni 


LINSEED OIL 


Hercules Powder Co., 
Wilmington 99, Del. 
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LOADERS 


Clearfield Machine Co., 
Clearfield, Pa 

National Engineering Co., 549 W 
Washington St., Chicago 6, Ill 


LOADERS (Tractor-Mounted) 


Frank G. Hough Co., 
Libertyville, Ill. 


LUBRICANTS (Industrial) 

Acheson Colloids Corp., 
Port Huron, Mich. 

Smith Oil & Refining Co., 
1102 Kilburn Ave., 
Rockford, Ill 

United States Graphite Co 
Saginaw, Mich. 


LUMBER 


Dougherty 
68th St., 


(All 
Lumber Co., 
Cleveland 5, 


kinds) | 
4300 East 
Ohio 


MACHINE KEYS ' 
Standard Horse Nail Corp 
New Brighton, Pa 


MAGNESIUM (Ingots) 

Apex Smelting Co., 2537 West 
Taylor St., Chicago 12, Ill 

Federated Metals Division of Amer- 
ican Smelting and Refining Co., 
120 Broadway, New York 5, N. ¥ 


MAGNET CONTROLLERS 


Ohio Electric Mfg. Co., 5906 
rice Ave., Cleveland, Ohio 


Mau- 


MAGNETS 
Dings Magnetic Separator To. 4740 
Electric Ave., Milwaukee 7, Wis 
Ohio Electric Mfg. Co., 5906 Mau- 
rice Ave., Cleveland, Ohio 
Stearns Magnetic Mfg. Co., 662 
S. 28th St., Milwaukee 4, Wis 


MANGANESE (Briquets) 

Electro Metallurgical Div. Union 
Carbide & Carbon Corp., 50 f 
E. 42nd St., New York 17, N. Y 


MATCH PLATE METAL 

Federated Metals Division of Amer- 
ican Smelting and Refining Co., 
120 Broadway, New York 5, N. Y 


MATCHPLATES 

Accurate Match Plate Co., 
Carroll St., Chicago, Ill 

Central Pattern Co., 
Quincy, Ill 

Champion Foundry & Machine Co 
1314 W. 21st St., 

Chicago 8, Ill. 

City Pattern Foundry & Machine 
Co., 1161 Harper Ave., 
Detroit 11, Mich 

Hines Flask Co., 3431 W 
Cleveland 11, Ohio 

Industrial Pattern Worl 
2625 West Belmont Ave 
Cnicago 18, Ill 

Master Pattern Co., 

1315 Main Ave., Cleveland, 

Plaster Process Castings Co., 
6922 Carnegie Ave., 
Cleveland 3, O { 

Pressure Match Plate C 
1013 N Front St 
Philadelphia 23 Pa 

Scientific Cast Products Corp 
1388-92 E. 40th St., 

Cleveland 3, O 

Arthur E. Will, 

643 West lith St Erie, Fa 


1847 W 


140th St 


Ohio 


MATERIALS HANDLING EQUIPT. 
Frank G. Hough Co., 

Libertyville, Ill 
MATERIALS HANDLING DESIGN 
Frank D, Campbell, 

332 So. Michigan Ave., 

Chicago, Ill. 


MATERIALS HANDLING (Hoists) 


Chisholm-Moore Hoist Corp. and 








Columbus-McKinnon Chain Corp., 

Tonawanda, N. Y. 
MECHANICAL ENGINEERS 
Frank D. Campbell, 

332 So. Michigan Ave., 

Chicago, Il 
Giffels & Vallet, Inc. 

Marquette Bldg., Detroit, Mich 

THE FouUNDRY—May, 1950 











MELTING POTS MOLD COOLING HOODS MOLDING MACHINES (Rollover) NITROGEN 


. . . (Cont’d.) . " 
Acme Foundry Co., Detroit 16, Mich. Claude B. Schneible Co., r Reduction Sales Co., 
2827 25th St., Detroit 16, Mict ternational Mold Machine C< 0 East 42nd St., 


Grange P : I New York 17, N. Y. 
METAL CLEANING EQUIPMENT ywoLp DRYERS Silwaukee Foundry Equipment C Linde Air Products Co., 30 B. 42nd 
i ; 33 W. Pier t St., New York 17, N, Y. 


American Wheelabrator & Equip- Carl-Mayer Corp., 3030 Euclid Avs 








ment C Mishawaka Ind Cleveland 15. Ohio . © . ae . ‘ , id etenn ane 
Pangborn Corp., Hagerstown, Md Foundry Equipment Co., 1831 C ‘ bg Wh Ties iia, : : 
lumbus Rd., Cleveland 13, Ot ia er : +4 a. —_ NOZZLES (Blasting) 
METALLIC SPRAYIN we Cleve O Metal Abrasives Co., 311 W. 
SP — _ , z St 
” EQUIPMENT nee MOLD OVENS and DRYERS yy ae 00 G St., Ann Arbor, Mich, 
, : Carl-Mayer Corp., 3030 Euclid Ave Div n Ave Wheelabrator & Equip- 
Metallizing Company of Anierica Cleveland 15, Oh t Co., Bes * Byrkit St., 
3520 W. Carroll Ave Despatch Oven C ) iwaka, ne 
Chicago 24, tl ‘Mnaaneel * 14. Minr Tabor Mfs ( r ny St Davenport Machine & Foundry Co., 
Foundry Equipment ¢ 1831 ¢ Philadelphia Davenport, lowa. 
‘a “sll "Ra ' Cleveland 1 3 A deral Foundry Supply Co., 
METALLIZING PROCESS Lanly Con ' 750 Prospect A 1600 E. Tist St., Cleveland 5, O 





syeland 15. © tang MOLDING MACHINES (Squeeze) Yorton Co., Worcester 6, Mass. 









Metallizing Company of America ee “rae eunin as +. ~ I gborn Corp., Hagerstown, Md 
3520 W. Carroll Ave adn pay : yen iams C ] 
Chicago 24, IN] , Russell St., Detroit 11, Mic) Champion } & ne ( 
Ross Engineering Corp., J. O., o1, ter ae 
350 Madison Ave nae he. OLL, BURNERS 
New York 17, N. Y ' st, Steal onniee ¢ eee oe 7. 
METALLOGRAPHIC EQUIPMENT z enp Mac ind ick Manufacturing Co, 
ivenport t rentl 3 Brooklyn 15, N.Y. 
Harry W. Dietert Co., » Rose- MOLD TRUCKS (Power Operated) Herman Pneumat fachine C ndberg Engineering Co., Fisher 
lawn Ave Detroit 4, Mict Clark Industrial Truck Div., nion Bank Bld “urnace Div., 2450 West Hub- 
General Electric X-Ray C ry Clark Equipment oe... ittsburegl 22 r ird, Chicago 12, Ill 
4855 Electr Ave Battle Creek, Mic ernational Mold Machine ¢ : ian Furnace & Engineering Co., 
Milwaukee 14, Wis Grange Par Div. of Peterson Oven Co., 
Milwaukee F ndry pment C 100 Franklin Ave., 


MOLD WASH , 
: iS W. Pierce Franklin Park, Ill 
METALLURGISTS Feder Foundry Supply Co., Milwaukee 4, Vi 








1600 E 7ist St Cleveland 5, Oo Moline Iron Worl “4 née ' 
Crobaugh Co Frank I National ae ' vv 
© Ls, N ona Carb Co ne ‘ } . an . : 
126 West Third St ' ea ae ; : OPEN HEARTH DOORS 
142 I 1 § icts Div 0 FE 42nd S , Tong Taeland Ss 
7) land 9 } , - . , . 
Cleveland 13, O York 17. N. Y Gehorn Mite. CG 101. Harnultor . MI. Bailey Co 
B Stever Inc pee GMleveland 14 oO} tsburzl 16 Pa 
: St. & Ver r Highway oe 3 rt ted "500 Gr 
METERS (Gas, Air, Water) Detroit 16, Mict Tix y A we ( eland 5 O 
Illinois Testing Laboratories, Inc.. er © --: = : eg paite ¢ tone w llw x. l Vict OVENS (Annealing and Heat 
418 N. LaSalle St., C : ° a _ Londor I . . rreating) 
Chic 10 Ill e , Tabor Mfe¢ c ¢ , ny St Fy ; 
R i l on . nited States Graphite ¢ DisiteAatnhin Pp rl-Mayer Corp., 3030 Evclid Ave., 
soots-( me lle Blower Cory Saginaw, Mic! Cleveland 15, Ohio 


Cc mews 7 . 
onner ll Ind patch Oven Co., 


MOLDING MACHINES MOLDING SANDS Minneapolis 14, Minn 
ectric Furnace Co Sale: 
MIXERS (Core Wash) Adams Co., Dubuque, Io He wuranee , Salem, Cate 
Beardsley & Piper Co., The ry es Ses 
Federal Foundry Supply ¢ 2494 N ‘ Pte 831 Columbus Rd., 


24 I Cicero. Chicago 29 Ott . , 2 
1600 E jist St Cleveland oO vat 4 a ae 
lev d 5 British M hine Co é ; 750 P , 
Multiplex Machinery Corr on : nly Company, 750 Prospect Ave., 
) pl 1 I I Faverhan England : 





Cleveland 15, O 

ndberg Engineering Co., 
Fisher Furnaces Div. 
2450 West Hubbard, 


Elmore, O} Champion ur 
1314 W. 21st St 
Chicago &, I 




















MIXERS (Sand and Clay) Davenport Machine & F* Cc Chicago 12. Ill 
Y : nicaKRo - . 
te Davenport, lowa Ottaw a ye . 
American Wheelabrator & Equiy Hermar gw tnwe Machine C si : Vhiting Corp 
ment C 505 S. Byrkit St - Uni - P fore ; aaa P 15607 Lathrop Ave., Harvey, II. 
Mishawaka, Ind . = °° bD. ellen T 
Beardsley & ) The 2424 Iu sine Manel Cc 
i. “ iM ling Mac ne ndara > a) . : r ’eNe 
N ( r £0 Parl : 1, ‘ , ‘ _— OVENS (Core) (See CORE OVENS) 
ete S hicag 6, All Milwauke Equipment ¢ S ( ) rr 
Clearfield Machine Co., 3238 St ( 
Clearfield, Pa Milw . OVENS (Enameling, Japanning) 
Construction Machinery Co a he . : 
Waterloo, Iowa ea gu rks, Moline, Ii " ; Mayer Corp., 2030 Euclid Ave., 
Fordath Engineering Co. Ltd., West qi) ae a. enseuiemenieies Cleveland 15, Ohio 
Bromwic! Rirm ngham,. England Catan : nan a4 ee Molvbder y Corr . f Ay - Despatch Oven Co 
Federal Foundry Supply C 1600 a ; 0401 amil Sittatawmel 4 Pp Minneapolis 14, Minn 
E. 7ist St., Cleveland 5, Ohio ° 4 Ngee | 14, 0. : ; etroit Sneet Metal Works, 1300 
Freeman Supply Co 1152 Broad “y . ted, 7500 Grane Oakman Blvd., Detroit, Mich. 
hee ’ : = ties 7 DIV ) A ‘levelans ) "W on » . ‘o- 
way, Toledo 5, O Py Sabtename haa se eS, MONORAIL & TRADEMARKS I Equipment Co., 1831 Co 
Jeffrey Mfz. C 907 N. Fourth St pati , ‘ ; sie , imbus Rd., Cleveland 13, Ohio 
Columbus 16. 0._ F ; wae ~ — —_ ~ * H. P. Mau ; ingleside y Co., 750 Prospect Ave., 
Tabor se Cc 5225 cony St ‘ ( mt oO} , 
Multiplex Machinery Cory ong Ss. »., O2e Tacony § é Cleveland 15. Ohio 
Elmore. O} ' Philadelphia 35, Pa mb-Detroit Co, Ine., 5741 
National Engineering C 549 W J é St Detroit 11, Mict 


Washington St., Chic 6 mW MOLDING MACHINES (Jolt) MONORAIL SYSTEMS 








Iron Work Inc., Adams Co Dubuat Iowa amar nM . ( 
Lancaster, Pa Champion Foundry & Machine Co., 13104 Ather OVENS (Mold) 
Royer Foundry & Machine Co 1553 West Mad n St Cleveland 7, O 
Kingston. Fa Chicago 7. Il A Cleveland Tramrail 1 a. Mayer Corp., 5030 Euclid Ave., 
Davenport Machine & Foundry C ond Cr ne & ; ne C Cleveland 15, Ohio 
Davenport lowa 11 > Fast 283rd St ff kh ffe Oo espatch Oven Co 
MODELS (Wood) Herman Pneumatic Machine Co Link-Belt C 00 W. Pershing Rd Minneapolis 14, Minn 
Union Bank Bld oC on @ Tit ; etroit Sheet Metai Works, 1300 
r Pattern Cc Pittsburgh 22 Pa ; Moderr .> luipment ¢ Oakmar 3ivd., Detroit, Mich 
» Main Ave., Cleveland, OF International Molding Machine C Sant WGneiantin. Foundry Equipment Co., 1831 Co- 
ark. Ti. - ' nbus Rd., Cleveland 12 Ohio 





LaGrange Parl 1] 
Milwaukee F ry Equipment C 






nly Co 750 Prospect Ave., 














MOLD CONVEYORS ‘leve 
. ” 3238 W. Pierce St., MOTORS (Electric) Cleveland 15, Ohio : 
sartlett & Snow, C. O., Co., 6201 Milwaukee 4, Wis lie-Chal MT _ ae bs oo Bsc 
N Ww . me f Cc ‘ St etroit ich 
Harvard Ave., Cleveland 5. O Nicholls, Wm. H., Co., Richm i mers & om = 
3eardsley & Piper Co., The, 2424 Hill, Long Island 18, N. ¥ mccdeds wild 
ia nae Os Pegg Isborn Mfg. Co., 5401 Hamiltor = rap bagi ct s 
No. Cice Chicago 39. Tl e i I Manvrian Awe . alias { _ 
Cleveland Tramrail Div , a nied Ave., Cleveland 14. Oo = ‘ i, OF OXYGEN 
: 2 Ss P fa) Incorporated 7590 Grand - ‘ , - 
land Crane & Engineering Co Tite rps - we 7 Reduction Sales Co., 60 East 
, Vivis n ve eveland ) P vm = ” y 
Ww liffe oO} icine ntinatn Tae ope Rl ae NAILS (Chill) i2nd St., New York 17, N. Y 
Site thi _ 907-99 N. Fourtt ; ae . - — . a ; nde Air Products Co., 30 E. 42nd 
it y l ) r N ymurth S ) 10 Z c Ar ‘ NJ ] R. ( t " —— , ie - y , 
ari —_ is 18.0 bor Mf , e Ta q SON ¥F wens > a 0 New York 17, N. Y. 
Link-Belt Co., 300 W. Persning Rd Philadelphia Pa ent B & Fin Co., 576¢ 
Oo if ) Tl) . . Trumbull ions “eS ‘ } 
ogan ( 80 Capel MOLDING MACHINES (Rollover) Republic Steel Cory 100 KE, 45th PARTING COMPOUNDS 
; St Cleve nd 4 ( 
lisville, Ky Champion F iry & Machine C amin’ Mae"? — ta Ot) Products Co., 
Mathews Conveyer Co elst St Ne - Br ohtny : Milwaukee 9, Wis 
E] d City. Pa ederal Foundry Supply Co 
a & LN hine & Foundry C 1600 E. 71st St., Cleveland 5, O 
nal gineering Dav “ - F Houghton C ‘ y hig 
’ ston § c} xo 6 ts ea NICKEI E . H ughton ( o., 303 w. Lehigh 
r M e Co., Ave Philadelphia 33. Pa 
ewayg Engineering Co., Tnior sank Bld nternatior Inc mith Ol] & Refining Co., 
Yewaygo, Micl Pittsburgh 22, Pa 67 WV St New rk City 5 1102 Kilburn Ave., Rockford, III. 


—When writing advertisera, . /ease mention THE FOUNDRY 


THE FOUNDRY—Mayvy. 1950 


—_— 
~] 








PARTING COMPOUNDS 


Frederic B. Stevens, Inc., 
Detroit 16. Mich 
Superior Flake Graphite Co., 
33 8. Clark St., 
Chicago 3, Ul 
Tamms Industries Inc., 
228 N. LaSalle St., Chicago 1, Ill 


(Cont’d.) 


PATTERN COATINGS 


American Lacquer Solvents Co., 
Phoenixville, Pa, 


PATTERN COMPOUND 


Tamms Industries Inc., 
228 N. LaSalle St., Chicago 1, ll 


PATTERN LETTERS 


Freeman Supply Co., Toledo 5, O. 
H. P. Maughlin Co., 953 Ingleside 
Ave., Columbus, Ohio 


PATTERN LUMBER 


Dougherty Lumber Co., 
Cleveland 5, O. 
Freeman Supply Co., Toledo 5, O. 
Rietz Lumber Co., 1800 N. Central 
Park Ave., Chicago, Il 


PATTERN METAL 
Federated Metals Division of Amer- 


ican Smelting and Refining Co., 
120 Broadway, New York 5, N. Y. 


PATTERN PLATES 

Accurate Match Plate Co., 1847 W. 
Carroll St., Chicago, Il. 

Buffalo Pattern Works, 830 Hertel 


Ave., Buffalo, N. Y. 
Central Pattern Co., 
Quincy, Ill. 


City Pattern Foundry & Machine 
Co., 1161 Harper Ave., 
Detroit 11, Mich. 
Freeman Supply Co., Toledo 5, O. 
Hines Flask Co., 3431 W. i4@th St., 
Cleveland 11, Ohio. 
Industrial Pattern Works, 
2625 West Belmont Ave., 
Chicago 18, Ill 
Plaster Process Castings Co. 
6922 Carnegie Ave., Cleveland 3 
Scientific Cast Products Corp., 
1388-92 E. 40th St., 
Cleveland 3, O. 
Arthur E. Will, 
643 West lith St., Erte. Pa 


PATTERN PLATE STOCK 


Freeman Supply Co., 1152 Broad- 
way, Toledo 5, 


PATTERN SHOP EQUIPMENT 
Do All Company, 
Des Plaines, Il. 
Freeman Supply Co., 1152 East 
Broadway, Toledo 5, Ohio. 
Oliver Machinery Company, 
jrand Rapids 2, Mich. 


PATTERN SUPPLY HOUSES 


Freeman Supply Co., 1152 East 
Broadway, Toledo 5, Ohio. 


PATTERNS 

Industrial Pattern Works 
2625 West Belmont Ave., 
Chicago 18, Ill 


PATTERNS (PLASTIC) 


Central Pattern Co., 
Quincy, Ill 


PATTERNS (Wood, Metal) 


Accurate Match Plate Co., 1847 W. 
Carroll St., Chicago, {[ll. 

Buffalo Pattern Works, 830 Hertel 
Ave., Buffalo, N. Y, 

entral Pattern Co., 

Quincy, Il. 

Champion Foundry & Machine Co., 
1314 W. 2ist St., 

Chicago 8, III. 

City Pattern Foundry & Machine 
Co., 1161 Harper Ave., 

Detroit 11, Mich, 

Hines Flask Co., 3431 W, 140th St., 
Cleveland 11, Ohio 
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PATTEKNS (Wood, Metal) 
(Cont’d.) 


Industrial Pattern Works, 
2625 West Belmont Ave., 
Chicago 18, Ill, 

Master Pattern Co., 

1315 Main Ave., Cleveland, Ohio. 
Ss. P. O. Incorporated, 7500 Grand 
Division Ave., Cleveland 5, O. 
Wellman Bronze & Aluminum Co., 
2525 E. 93rd St., Cleveland 4, O. 

Arthur E. Will, 

643 West llth St., Erie, Pa. 


PERFORATED METALS 
Chicago Chaplet Co 
267 N. Wood St 
Chicago, Ill 


PERMANENT MOLD CASTINGS 
Superior Flake Graphite Co. 

33 S. Clark St 

Chicago 3, Il 


PERMANENT MOLD COATINGS 


Acheson Colloids Corp., 
Port Huron, Mich. 


PERMANENT MOLDS 
Centrifugal Casting Machine Co., 
Tulsa, Okla. 
Master Pattern Co., 
1315 Main Ave., Cleveland, Ohio. 
Reserve Machine & Tool Co 
10026 Detroit Ave 
Cleveland, Ohio 


PHOSPHOR COPPER 

Federated Metals Division of Amer- 
ican Smelting and Refining Co., 
120 Broadway, New York 5, N. Y. 

Niagara Falls Smelting & Refining 
Div. Continental-United Industries 
Co. Inc., 2204 Elmwood Ave., 
Buffalo 17, N. Y. 


PHOTOGRAPHIC EQUIPMENT 

Eastman Kodak Co., 
Rochester, N. Y. 

General Electric X-Ray Corp., 
4855 Electric Ave., 
Milwaukee 14, Wis. 


PHOTOGRAPHY (Industrial) 


Eastman Kodak Co., 
Rochester, N. Y. 


PIG CASTING MACHINES 

Wm. M. Bailey Co., 
Pittsburgh 16, Pa 

PIG IRON 

The Hanna Furnace 
3680, Penobscot Bldg., 
Detroit 26, Mich 

Hickman-Williams & Co., 
Union Commerce Blidg., 
Cleveland 14, O. 

Inland Steel Co., 38 So 
St., Chicago 3, Ill 

Jackson Iron & Steel Co., 
Jackson, Ohio. 

Keokuk Electro Metals Co., 429 So. 
4th St., Keokuk, Iowa. 

Miller & Company, 332 S. Michigan 
Ave., Chicago 4, Ill. 

Pickands, Mather & Co., 
Cleveland 14, O. 

Republic Steel Corp., 3100 E. 45th 
St., Cleveland 4, Ohio. 

Tennessee Products & Chemical 
Corp., American National Bank 
Bldg., Nashville 3, Tenn, 

Woodward Iron Co., 

Woodward, Ala. 


PIG IRON (Silvery) 

The Hanna Furnace, 
3680 Penobscot Bldg., 
Detroit 26, Mich. 

Jackson Iron & Steel Co., 
Jackson, O. 

Keokuk Electro Metals Co., 429 So. 
4th St., Keokuk, Iowa. 

Miller & Company, 332 S. Michigan 
Ave., Chicago 4, IN. 


PINS (Flask) 

Hines Flask Co., 3431 W. 140th St., 
Cleveland 11, Ohio. 

Shanafelt Mfg. Co, 3623 Winfield 
Way, N.E., Canton 5, Ohio. 

Sterling Wheelbarrow Co., 7100 W. 
Walker St., Milwaukee 14, Wis. 

Truscon Steel Co., Pressed Steel 
Div., 6100 Truscon Ave., 
Cleveland, Ohio. 

Universal Engineering Co., 
Frankenmuth, Mich. 


PISTON RINGS (for Molding Ma- 
chines, Compressors, ete.) 

Nicholls. Wm. H., Co., Richmond 
Hill, Long Island 18, N. Y. 


Dearborn 


PLANT ENGINEERING SERVICE 
H. K. Ferguson, 


1783 E, 1lith St., 
Cleveland 14, Ohio 
Giffels & Vallet, Inc., 
Marquette Bldg., Detroit, Mich. 


Lester B. Knight & Associates, Inc., 
600 West Jackson Blvd., 
Chicago 3, Il, 


PLATES (Bottom) 


Adams Co., Dubuque, Iowa. 
Sterling Wheelbarrow Co., 7100 W. 
Walker St., Milwaukee 14, Wis. 


PLATES (Core Drying) 


Champion Foundry & Machine Co., 
1314 W. 21st St., 
Chicago 8, Ill. 

Johns-Manville, 22 East 40th St., 
New York 16. 


PLATING TEMPFRATURE 
CONTROLS 


Foxboro Company, Foxboro, Mass. 


PLUMBAGO 


Bloomsbury Graphite Co., 
Bloomsbury, N. J. 

Federal Foundry Supply Co., 
4600 E. Tist St., Cleveland 5, O 

Frederic B. Stevens, Inc., 
Detroit 16, Mich. 

Superior Flake Graphite Co., 
33 S. Clark St., 
Chicago 3, Tl 

United States Graphite Co., 
Saginaw, Mich. 


PNEUMATIC TOOLS 
Chicago Pneumatic Tool Co., 6 East 
44th St.,. New York 17, N. Y. 


Cleco Pneumatic Tool Div.. Reed 
Roller Bit Co., Houston, Texas. 


Dayton Pneumatic Tool Co., 
Dayton 1, Ohio. 


Gardner-Denver Co., Quincy, Il. 


Independent Pneumatic Tool Co., 
Aurora, Ill 


Ingersoll-Rand Co., 
New York 4, N. Y¥ 


Joy Mfg. Co., Sullivan Division, 
Michigan City, Ind. 


Master Pneumatic Tool Co., 
Orwell, Ohio. 


Rotor Tool Co., 17225 Euclid Ave., 
Cleveland 12, Ohio. 


Schramm Inc., West Chester, Pa. 


11 Broadway, 


Inc., 


POURING DEVICES 

Industrial Equipment Co., 
Minster, Ohio. 

Modern Equipment Co., 
Port Washington, Wis. 

Whiting Corp., 15607 Lathrop Ave., 
Harvey, Til. 


PRESSER BOARDS 
Adams Co., Dubuque, Iowa. 


Chicago Mfg. & Distributing Co.. 
1928 W. 46th St., Chicago 9, ll 


PRESSURE CASTING SEALER 

Empire Varnish Co., 2636 E. 76th 
St., Cleveland 4, O. 

Tincher Products Division, 


Ideal Industries 
Sycamore 12, Il 


PRESSURE RECORDERS 


Foxboro Company, Foxboro, Mass 


PROTECTIVE MATERIALS 


(X-Ray) 

Genera] Electric X-Ray Corp., 
4855 Electric Ave., 
Milwaukee 14, Wis. 


PULLEYS 
Dings Magnetic Separator Co., 4740 
Electric Ave., Milwaukee 7, Wis. 


Stearns Magnetic Mfg. Co., 662 8S. 
28th St., Milwaukee 4, Wis. 


(Magnetic) 
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rUMPs 


Construction Machinery Co., 
Waterloo, lowa. 


Gardner-Denver Co., Quincy, Ill. 


Claude B. Schneible Co., 
2827 25th St., Detroit 16, Mich. 


PUMPS (Dry, Vacuum) 


Allis Chalmers Mfg. Co., 
Milwaukee 1, Wis. 

Fuller Company, Catasauqua, Pa. 

Roots-Connersville Blower Corp., 
Connersville, Ind. 


PURIFIERS 
Cleveland Flux Co., 1026 Main 8t 
Cleveland 13, O. 


PUSH-OFF MACHINES 


Beardsley & Piper Co., 
2424 N. Cicero, Chicago 39, Il 
Champion Foundry & Machine Co., 
1314 W. 21st St., 
Chicago 8, Ill. 
Internationa] Molding Machine Co., 
LaGrange Park, Wl 
Milwaukee Foundry Equipment Co., 
3238 W. Pierce St., 
Milwaukee 4, Wis. 


PUTTY (Foundry) 


Federal Foundry Supply Co., 
4600 E. 7ist St., Cleveland 5, O 


PYROMETERS 


Foxboro Company, Foxboro, Mass 

Harry W. Dietert Co., 9330A Rose- 
lawn Ave., Detroit 4, Mich. 

Illinois Testing Laboratories, Inc., 
418 N. LaSalle St., 
Chicago 10, Il. 

Marshall Co., L. H., 270 W. Lane, 
Columbus 1, O. 

Pyrometer Instrument Co., 
Bergenfield, N. J. 

Industries Inc., 


Tamms 
228 N. LaSalle St., Chicago 1, Il 
Wheelco Instruments Co S47 West 
Harrison St., Chicago 7, Ul 
PYROMETERS (Immersion) 


Pyrometer Instrument Co., 
Bergenfield, N. J. 


PYROMETERS (Optical) 


Pyrometer Instrument Co., 
Bergenfield, N. 


RACKS (Core Ovens) 


Foundry Equipment Co., 18381 Co- 
lumbus Rd., Cleveland 13, Ohio 


RADIOGRAPHY (Industrial; 


Eastman Kodak Co., 
Rochester, N. Y. 
Radium Chemical Co., 
570 Lexington Ave.. 
New York 22, N. Y. 


Inc.. 


KADIUM 


Radium Chemical Co., Inc., 
570 Lexington Ave., 
New York 22, N. Y¥ 


REFRACTORIES 


Babcock & Wilcox Co., %5 Liberty 
St., New York 6, N. Y 
Carborundum Co., 
Niagara Falls, N. Y. 
Carborundum Co., 
Perth Amboy, N. J. 
Cleveland Quarries Co., 1740 E 
12th St., Cleveland 14, O 
Eastern Clay Products, Inc., 
Jackson, O. 
Electro Refractories & Alloys Corp., 
Vars Bidg., Buffalo 2, N. Y. 
A. P. Green Fire Brick Co., 
Mexico, Missouri 
Harbison-Walker Refractories Co., 
1745 Farmers Bank Bidg., 
Pittsburgh 22, Pa. 
Ironton Fire Brick Co., Ironton, O. 
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REFRACTORIES .:Cont’d.) 


Keystone Refractories Co., 

120 Liberty St., 
New York 6, N. Y. 

Lindberg Engineering Co., Fisher 
Furnace Div., 2450 West Hub- 
bard, Chicago 12, II. 

Mexico Refractories Co., 

Mexico, Mo 


Norton Co., Worcester 6, Mass 

Frederic B. Stevens, Inc., 
18th St. & Vernor Highway, 
Detroit 16, Mich. 

Chas. Taylor Sons Co., 
P.O. Box 58, Annex Sta., 
Cincinnati 14, Ohio 

United States Graphite Co 
Saginaw, Mich 


RESPIRATORS 
Goggle Parts Company Ince 1468 
West 9th St., Cleveland 13, Ohio 


Wilson Products Inc., Reading, Pa. 


RIDDLES 


Frederic B. Stevens, Inc., 
18th St. & Vernor Highway, 
Detroit 16, Mich. 


RIDDLES 
Champion 


(Electric) 


Foundry & Machine Co., 
1314 W. 2ist St., 
Chicago 8, Ill. 


Federal Foundry Supply Co., 
4600 E. T7ist St., Cleveland 5, O. 


Foundry Supplies & Mfg. Co., 
2221 Orchard St., Chicago 14, Ml. 


Great Western Mfg. Co., 
Leavenworth, Kans., 


RIDDLES (Hand) 


Federal Foundry Supply Co., 
4600 E. T7ist St., Cleveland 5, O 


ROD DIP 


Smith Oil & Refining Co., 1102 Kil- 
burn Ave., Rockford, Ill. 


ROD STRAIGHTENERS 


Wheelabrator & Equip- 
Mishawaka, Ind. 


Foundry Supply Co., 


American 
ment Co., 


Federal 


4600 E. 7ist St., Cleveland 5, O. 
RODS (Steel) 
Republic Steel Corp., 3100 E. 45th 
St., Cleveland 4, Ohio. 


ROLLER-HEARTH FURNACES 
(Electric Annealing) 


General Electric Co., 
Schenectady, N. Y. 


RUBBER LINING MATERIAL 
(Abrasive Resisting) 


Pangborn Corp., Hagerstown, Md 


SAFETY CLOTHING 
American Optical Co., 
Southbridge, Mass. 
Pangborn Corp., Hagerstown, 
Clothing & 
Euclid Ave 
Cleveland 3, Ohi« 


Md. 
Safety Equipment Co 


TOW 


SAND ARRESTER TUBES 


Martin Engineering Co., 
Kewanee, IIl. 


SAND (Core, Molding, 


Silica 


Blasting) 
Sand C 


Bidg., 


American 
Central Life 
Ottawa, Ill 

Carpenter Brothers, Inc., 606 West 
Wisconsin, Milwaukee 3, Wis. 

Great Lakes Foundry 
United Artists Bldg 


Mic} 


Sand C 


Detroit 2¢ 
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SAND (Core, Molding, Blasting) 


(Cont’d.) 
Ottawa Silica Co., 
Ottawa, Ill 
Pangborn Corp., 
Peerless Mineral 
Conneaut, Ohio 
Producers Core Sand Corp., 
Michigan City, Ird. 


Hagerstown, Md. 
Products Co, 


Sargent Sand Co 
2810 Bay Road 
Saginaw, Mich 

Standard Silica Corp., 209 So. 
LaSalle St., Chicago 4, II. 


Wedron Silica Co., 38 So. Dearborn 
St., Chicago, Il. 


SAND BLAST BARRELS 


American Wheelabrator & Equip- 
ment Co., 505 S. Byrkit St., 
Mishawaka, Ind. 

Hydro-Blast Corp., 2550 N, West- 


ern Ave., Chicago 47, Ill. 
Pangborn Corp., Hagerstown, Md. 
Tabor Mfg. Co., 6225 Tacuny St., 

Philadelphia 35, Pa. 


SAND BLAST CABINETS 


American Wheelabrator & Equip- 
ment Co., 505 S. Byrkit St., 
Mishawaka, Ind. 


Pangborn Corp., Hagerstown, Md 


SAND BLAST EQUIPMENYr 


American Air Filter Co., 266 Central 
Ave., Louisville 8, Ky. 


American Wheelabrator & Equip- 


ment Co., 505 S. Byrkit St., 
Mishawaka, Ind. 

Hydro-Blast Corp., 2550 N. West- 
ern Ave., Chicago 47, Il. 


Pangborn Corp., 
Tabor Mfg. Co., 
Philadelphia 35, 


Hagerstown, Md. 
6225 Tacony S&t., 
Pa. 


SAND BLAST NOZZLES 
American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
Federal Foundry Supply Co., 
4600 E. 71st St., Cleveland 5, O 
Norton Company, 
Worcester 6, Mass. 


Pangborn Corp., Hagerstown, Md 

SAND BLAST ROOMS 

American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 

Hydro-Blast Corp., 2550 No, West- 
ern Ave., Chicago 47, Ill. 

Pangborn Corp., Hagerstown, Md 


SAND BLAST TABLES 


American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
Pangborn Corp., Hagerstown, Md 


SAND BLAST CONDITIONERS 


Beardsley & Piper Co., 
2424 No. Cicero, 
Chicago 39, Ill. 


SAND CONTROL & TESTING 


EQUIPMENT 


Beardsley & Piper Co., 
2424 No. Cicero, 
Chicago 39, Ill. 
Harry W. Dietert Co., 9330A Rose- 
lawn Ave., Detroit 4, Mich. 
National Engineering Co., 549 W. 
Washington St., Chicago 6, Il. 


SAND CONVEYING and HAN- 
DLING EQUIPMENT 
American Air Filter Co., 
Louisville 8, Ky. 
Ajax Flexible Coupling Co., 
Westfield, b 
Cc. O. Bartlett & Snow Co., 
6201 Harvard Ave., 
Cleveland 5, O. 
Beardsley & Piper Co., The, 
2424 No. Cicero, Chicago 39, Ill 


aN. . 


SANwY CONVEYING and HAN- 
DLING EQUIPMENT (Cont’d.) 


Clark Industrial Truck Div., 
Clark Equipment Co., 
Battle Creek, Mich 


Clearfield Machine Co., 
Clearfield, Pa. 

Cleveland Tramrail Div. of Cleve- 
land Crane & Engineering Co., 
Wickliffe, Ohio 

Frank G. Hough Co., 
Libertyville, Il, 

Jeffrey Mfg. Co., 907-99 N. 
St., Columbus 16, O. 

Joy Mfg. Co., Joy Division, 
Pittsburgh, Pa. 

Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, Il 


Fourth 


National Engineering Co., 59 W. 
Washington St., Chicago 6, Il. 

Newaygo Engineering Co., 
Newaygo, Mich 

Osborn Mfg. Co., 5401 Hamilton 
Ave., Cleveland 14, O 

Penn Iron Works, Reading, Pa. 


Royer Foundry & Machine Co., 
Kingston, Pa. 


SAND CONVEYING and HAN- 
DLING EQUIPMENT (Pneumatic) 


Fuller Company, Catasauqua, Pa. 

Robins Conveyors Div., Hewitt- 
Robins Inc., 270 Passaic Ave., 
Passaic, N. J 


SAND COOLING SYSTEMS 


Newaygo Engineering Co., 
Newaygo, Mich 


SAND DRYERS 


Allis-Chalmers Mfg. Co 
Milwaukee 1, Wis 
Bartlett & Srow Co., C. O., 
6201 Harvard Ave., 
Cleveland 5, Ohio 
Link Belt Co., 300 W 
Rd., Chicago 9, Ill 
Nichols Engineering & Research 
Corp., 70 Pine St., 
New York 5, N. Y 


Pershing 


(Pneumatic) 


of Reed 
Texas 


SANDERS 
Cleco Division Roller Bit 
Co., Houston, 


SANDING MACHINERY (Disc, 
Spindle, Belt, etc.) 
Freeman Supply Co., 1152 E 


Broadway, Toledo 5, Ohio. 
Oliver Machinery Company, 
Grand Rapids 2, Mich. 


SAND MEASURING 
ING DEVICES 


and WEIGH- 


Baker Perkins Inc., Saginaw, Mich. 

Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, Ill 

National Engineering Co., 549 W. 


Washington St., Chicago 6, Il. 


SAND MIXERS 
American Wheelabrator & Equip- 


ment Co., Mishawaka, Ind 
Baker Perkins Inc., Saginaw, Mich 
Beardsley & Piper Co., The, 2424 


N. Cicero, Chicago 39, Il. 
Clearfield Machine Co., 
Clearfield, Pa 
Construction Machinery Corp., 
Waterloo, Iowa 
Federal Foundry Supply Co., 4600 
E. 7ist St., Cleveland 5, Ohio 
Freeman Supply Co., 1152 E. 
Broadway, Toledo 5, Ohio 
Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, Ill 
Multiplex Machinery Corp., 
Elmore, Ohio. 
National Engineering Co., 549 W. 
Washington St., Chicago 6, Ill. 
Royer Foundry & Machine Co., 
Kingston, Pa 


SAND PREPARATION 
EQUIPMENT 


Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 


—When writing advertisers, please mention THE FouNDRY— 


SAND PREPARATION EQUIP- 
MENT (Cont’d.) 

American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 

Ajax Flexible Coupling Co., 
Westfield, N. Y. 

Baker Perkins Inc., Saginaw, Mich 
Bartlett & Snow Co., C. O., 620) 
Harvard Ave., Cleveland 5, O. 
Beardsley & Piper Co., The, 2424 
N. Cicero, Chicago 39, II. 

Clearfield Machine Co., 
Clearfield, Pa. 
Federal Foundry Supply Co., 4600 
E. Tist St., Cleveland 5, Ohio 
Hydro-Blast Corp., 2550 N. West- 
ern Ave., Chicago 47, II. 

Jeffrey Mfg. Co., %07-99 N. Fourth 
St., Columbus 16, O. 

Moulders Friend, [allas City, 

National Engineering Co., 549 
Washington St., Chicago 6, Il. 

Osborn Mfg. Co., 5401 Hamilton 
Ave., Cleveland 14, O. 

Royer Foundry & Machine Co., 
Kingston, Pa. 

Simplicity Engineering Co., 
Durand, Mich, 


Ill. 


SAND RAMMERS 


Chicago Pneumatic Tool Co., 6 East 
44th St., New York 17, N. Y. 

Cleco Pneumatic Tool Div., Reed 
Roller Bit Co., Houston, Texas. 

Dayton Pneumatic Tool Co. 
Dayton 1, O. 

Herman Pneumatic Machine Co., 
Union Bank Blidg., 
Pittsburgh 22, Pa 

Master Pneumatic Tool Co., 
Orwell, Ohio. 

Rotor Tool Co., 17325 Euclid Ave., 
Cleveland 12, Ohio. 


Inc., 


SAND RECLAIMERS 


Hydro-Blast Corp., 25 N. Weat- 
ern Ave., Chicago 47, Ill. 
Jeffrey Mfg. Co., 907 N. 
St., Columbus 16, O. 
Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, Ill. 
National Engineering Co., 549 W. 
Washington S8t., Chicago 6, II. 
Nichols Engineering & Research 
Corp., 70 Pine S8t., 
New York 5, N. Y. 
Stearns Magnetic Mfg. Co., 
662 S. 28th St., Milwaukee 4, Wis. 


Fourth 


SAND SIFTING and SCREENING 
MACHINERY 


Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 

American Air Filter Co., 
Louisville 8, Ky. 

Bartlett & Snow, C. O., Co., 
6201 Harvard Ave., 
Cleveland 5, Ohio. 

Beardsley & Piper Co., The, 
N. Cicero, Chicago 39, Il. 

Champion Foundry & Machine Co., 
1314 W. 21st St., 

Chicago 8, Il. 

Federal Foundry Supply Co. 

4600 E. Tist St., Cleveland 5, O. 

Foundry Supplies & Mfg. Co., 
2221 Orchard St., Chicago 14, Il. 

Great Western Mfg. Co., 
Leavenworth, Kansas. 

Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, Ill. 
National Engineering Co., 549 W. 
Washington S8t., Chicago 6, Ill. 

Royer Foundry & Machine Co., 
Kingston, Pa. 

Simplicity Ergineering Co., 
Durand, Mich. 

Pangborn Corp., Hagerstown, Md. 

Whiting Corporation, 
15607 Lathrop Ave., 


2424 


Harvey, Ml. 


SAND STORAGE BINS & GATES 


Bartlett & Snow, *. O., Co., 
6201 Harvard Ave., 
Cleveland 5, Ohio. 


Beardsley & Piper Co., The, 
2424 No. Cicero, Chicago 39, Ill. 


Jeffrey Mfg. Co., Columbus 16, O. 


Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, II. 


National Engineering Co., 549 W. 
Washington St., Chicago 6, IM. 


Neff & Fry Co., Camden, O. 
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SAWS (Band, Metal, Wood) 


Atlantic Saw Mfg. Co., 
New Haven, Conn. 

Do All Company, 
Des Plaines, Ill. 

Oliver Machinery Company 
Grand Rapids 2, Mich. 


SAWS (Cold Metal) 

Do All Company, 
Des Plaines, Ill 

Tabor Mfg. Co., 6225 Tacony St., 
Philadelphia 35, Pa. 


SAWS (Masonry) 

Clipper Mfg. Co., 
2300 Warwick St 
Kansas City, 8, Mo 


SCALING HAMMERS 
Joy Mfg. Co., Sullivan Division, 
Michigan City, Ind 


Rotor Tool Co., 17325 Euclid Ave., 


Cleveland 12, Ohio 
Schramm, Inc., West Chester, Pa. 


SCREENS (Shake-Out) 

Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 

Bartlett & Snow, C. O., Co, 
6201 Harvard Ave., 
Cleveland 5, Ohio. 

Beardsley & Piper Co., 2424 N. 
Cicero, Chicago 39, Ill. 

Jeffrey Mfg. Co., 907 N, Fourth 
St., Columbus 16, O. 


National Engineering Co., 549 W. 


Washington St., Chicago 6, Ill. 
Simplicity Engineering Co., 
Durand, Mich. 


SCREENS (Vibrating) 

Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 

Ajax Flexible Coupling <o., 
Westfield, N. Y. 

Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, Il. 

Robins Conveyors Div., Hewitt- 
Robins Inc., 270 Passaic Ave., 
Passaic, N. ° 

Simplicity Engineering Co., 
Durand, Mich. 


SEA COAL 
Federal Foundry Supply Co, 

4600 E. Tist St., Cleveland 5, O. 
Frederic B. Stevens, Inc., 

Detroit 16, Mich 


SEPARATORS (Abrasive) 
American Wheelabrator & Equip- 
ment Co., Mishawaka, Ird, 
Pangborn Corp., Uagerstown, Md. 


SEPARATORS (Air, Moisiure, Oil) 
American Air Filter Co., 
Louisville 8, Ky. 
American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 
Dollinger Corp., 36 Centre Park, 
Rochester 4, N. Y 
Jas. A. Murphy & Co., 
Hamilton, O 
Pangborn Corp., Hagerstown, Md 


SEPARATORS (Magnetic) 
Beardsley & Piper Co., 2424 No. 
Cicero, Chicago 39, III. 
Dings Magnetic Separator Co., 4740 
Electric Ave., Milwaukee 7, Wis. 
National Engineering Co., 
549 W. Washington St., 
Chicago 6, Ill 
Stearns Magnetic Mfg. Co., 
662 S. 28th St., Milwaukee 4, Wis 


SHAKE-OUT MACHINERY 


Allis-Chalmers Mfg. Co., 
Milwaukee 1, Wis. 

American Air Filter Co., 
Louisville 8, Ky. 

Bartlett & Snow, C. O., Ce., 
6201 Harvard Ave., 
Cleveland 5, O. 

Beardsley & Piper Co., 2424 No. 
Cicero, Chicago 39, II. 

Herman Pneumatic Machine Co., 
Union Bank Bidg., 
Pittsburgh 22, Pa. 

Link Belt Co., 300 W. Pershing 
Rd., Chicago 9, Ill. 

New Haven Vibrator Co., 
131 Chestnut St., 
New Haven 7, Conn. 
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SHAKRE-OUT MACHINERY 
(Cont’d.) 


Robins Conveyors, 
Div., Hewitt-Robins Inc., 270 
Passaic Ave., Passaic, N. J. 
Royer Foundry & Machine Co., 
Kingston, Pa. 

Simplicity Engineering Co, 
Durand, Mich. 


SHOES (Safety) 


Safety First Shoe Cx 
Holliston, Mass 


SHOT AND GRIT 


Alloy Metal Abrasive Co., 311 W. 
Huron St., Ann Arbor, Mich. 
American Wheelabrator & Equip- 

ment Co., Mishawaka, Ind. 
American Steel Abrasives Co., 
Galion, O. 
Carpenter Brothers, Inc., 606 West 
Wisconsin, Milwaukee 3, Wis. 
Clayton Sherman Abrasives Co., 
3896 Lonyo Rd., Detroit 10, Mich. 
Cleveland Metal Abrasive Co., 
887 E. 67th St., Cleveland, Ohio. 
Globe Steel Abrasive Co., 
Mansfield, O. 
Hickman-Williams & Co., 
Union Commerce Blidg., 
Cleveland 14, O. 
Metal Blast, Inc., 871 E, 67th St., 
Cleveland, Ohio. 
Pangborn Corp., Hagerstown, Md. 
Pittsburgh Crushed Steel Co., 
Pittsburgh 1, Pa. 
Steel Shot & Grit Co., Inc., 
39 Warren Ave., Boston, Mass. 


SHOT (Peening) 


Alloy Metal Abrasive Co., 311 W. 
Huron St., Ann Arbor, Mich. 

American Wheelabrator & Equip- 
ment Co., Mishawaka, Ind. 

American Steel Abrasive Co., 
Galion, O. 

Cleveland Metal Abrasive Cc., 
887 E. 67th St., Cleveland, Ohio. 

Globe Steel Abrasive Co., 
Mansfield, Ohio. 

Metal Blast, Inc., 871 E. %7th St., 
Cleveland, Ohio. 

Pangborn Corp., Hagerstown, Md. 

Pittsburgh Crushed Steel Co., 
Pittsburgh 1, Pa. 

Steel Shot & Grit Co., Inc., 
39 Warren Ave., 
Boston, Mass. 


SHOVELS 
Federal Foundry Supply Co., 

4600 E. Tist St., Cleveland 5, O. 
Frederic B. Stevens, Inc., 

Detroit 16, Mich. 


SHOVELS (Power) 


Clark Industrial Truck Div., 
Clark Equipment Co., 
Battle Creek, Mich. 

Frank G. Hough Co., 
Libertyville, Ill. 


SILICA FLOUR 

Federal Foundry Supply Cc., 4600 
East T7ist St., Cleveland 5, O. 

Ottawa Silica Co 
Ottawa, Ill 

Standard Silica Corp., 209 So. 
LaSalle St., Chicago 4, "Ul, 

Wedron Silica Co., 38 So. Dearborn 
St., Chicago, Ill 


SILICOMANGANESE 


Electro Metallurgical Div. Union 
Carbide & Carbon Corp., 

30 E. 42nd St., 

New York 17, N. Y. 


SILICON (Briquets) 


Electro Metallurgical Div. Union 
Carbide & Carbon Corp., 

30 E. 42nd St., 

New York 17, N. Y. 
Ohio Ferro-Alloys Corp., 

Canton 2. Ohio 


—When writing advertisers, please mention THe FouNDRY— 


SILICON CARBIDE 


Carborundum Co., 


IRON see Pig Iron 


Industries Inc., 
228 N. LaSalle St., Chicago 1, Ill. 


Cicero, Chicago 39, 
Gardner-Denver Co., 


Engineering Co., 
Washington St., Chicago 6, 


Whiting Corporation, 


Hines Flask Co., 


Taylor Chain Co., 


SLIP JACKETS 


Distributing Co., 
Federal Foundry 


Fremont Flask Co., 
Hines Flask Co., 3451 W. 


SMELTERS & REFINERS 


Federated Metals 
Smelting and Refining 


Smelting & Refining 
Continental-United 


SIVE WHEELS 


Diamond Clamp & Flask Co., 
Foundry Supply Co., 


Hines Flask Co., 3431 W. 


Cleveland 5, Ohio. 
Hercules Powder Cc., 
Wilmington 99, Del. 
Chemical Corp., 
Mathieson Bldg., Baltimore 3, Md. 
Solvay Sales Division Allied Chemi- 
cal & Dye Corp., 40 Recto’ St., 
New York 6, N. Y. 


Federated Metals Div., 
and Refining Co., 


SPACE HEATERS 





SPATS (Safety) 


Safety Clothing & Equipment C 
1016 Euclid Ave 
Cleveland 3, Ohio 


SPECIAL FOUNDRY ALLOYS 
Federated Metals Division of Amer- 
ican Smelting and Refining Co., 
120 Broadway, New York 5, N. Y. 
Niagara Falls Smelting & Refining 
Div. Continental-United Indus- 
tries Co., Inc., 2204 Elmwood 
Ave., Buffalo 17, N. Y. 
Vanadium Corp. of America, 420 
Lexington Ave., New York, N. Y 


SPOT WELDING APPARATUS 
Metailizing Company of America, 
3520 W. Carroll Ave., 
Chicago 24, Ill. 


SPRAY GUNS 

Metallizing Company of America 
3520 W. Carroll Ave., 
Chicago 24, Ill. 

Murphy & Co., Jas. A., 
Hamilton, O. 

New Haven Vibrator Co., 151 
Chestnut St., New Haven 7, 
Conn. 


SPRUE CUTTERS 

Adams Co., Dubuque, Iowa. 

Federal Foundry Supply Co., 4600 
East 7ist St., Cleveland 5. Ohio 

Milwaukee Chaplet & Mfg. Co., 
1023 S. 40th St., 
Milwaukee, Wis. 

Rice Pump & Machine Co 1025 S$ 
40th St., Milwaukee 15, Wis 


STACKING BOXES 
Palmer-Shile Co., 1600 Fullerton 
Ave., Detroit 27, Mich 


STEEL SHOT 
Steel Shot Producers, Inc 
Butler, Pa. 


STEEL (Structural) 

American Bridge Co., 
Pittsburgh 19, Pa 

Inland Steel Co 38 S De b 
St Chicago 3, Il 


STRIPPING MACHINES 

Adams Co., Dubuque, Iowa 

Champion Foundry & Machine Co., 
1314 W. 21st St., 
Chicago 8, Il. 

Davenport Machine & Foundry Co 
Davenport, Iowa. 

International Molding Machine Co 
LaGrange Park, Ill 

Milwaukee Foundry Equipment Co 
3228 W. Pierce St., 
Milwaukee, Wis. 


SURFACE TREATMENT “METALS 
Pangborn Corp., Hagerstown, Md. 


TANKS (Dewatering) 
Claude B. Schneible C 
2827 25th St., Detroit 16, Mich 


TAPER PINS 
Standard Horse Nail Corp, 
New Brighton, Pa. 


TELLURIUM 
American Smelting & Refining Co., 
120 Broadway, New York 5, N.Y 


TEMPERATURE CONTROLLERS 
Foxboro Company, Foxboro, Mass 
Illinois Testing Laboratories, Inc., 
418 N. LaSalle St., 
Chicago 10, Il. 
Marshall Co., L. H., 270 W. Lane, 
Columbus 1, O. 


TESTING EQUIPMENT 
Detroit Testing Machine Co., 
19390 Grinnell Ave., 
Detroit 13, Mich. 
Steel City Testing Machines Ire 
8843 Livernois Ave., 
Detroit 4, Mich. 


TESTING LABORATORIES 


Harry Dietert Co 33304 Rose- 
lawn Ave., Detroit 4, Mich. 
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_— Classi 


Positions Wanted 


CUPOLA OR MELTING FOREMAN 


Well versed cupola practice, good record for 
handling mer Good ind well known refe 

ences Capable assuming metallurgical re 
sponsibilitie \ddress: Box 9%3t The FOUND 


RY, Cleveland 13, O 


PLANT MANAGER 
OR 


FOUNDRY SUPERINTENDENT 








Practical tra ng in management by a company 
he was i ited witl f neteen years 
Twenty-six ears of experience ter if which 
were in executive ipacity and all in gray iror 
Experience include bbing ‘ productior 
mechanized productior nd product manufac 
iring 15> yea f age ed nd excellent 
references ind € mend r re available 
Address Box 0 The FOUNDRY Cleveland 
13, OF 
FOUNDRY EXECUTIVE 
Retired f indry executive de € t blisl 
himself in the ind tr) F n e pert de 
5 Box 41 The FOUNDRY, Cleve 
land 1 Oo 
FOUNDRY MANAGER 
OR 
SUPERINTENDENT 
Fk rtee experience n making casting 
, , , . lov ( rantee 100 
x y £ free cond 
tior Prest em} e ble May Ist 
\ddre B y- The FY‘ RY Cleveland 
13 Oo}! 


WORKS MANAGER 
FOUNDRY SUPERINTENDENT 


Thoroughly capable and of proven ability to 
reduce costs, reduce scrap percentage and to 
better quality of castings Good handler of 
labor relations Gray iron malleable iron or 
steel Address: Box 851, The FOUNDRY, 


Cleveland 13, Ohio 


FOUNDRY METALLURGIST 


BS degree in metallurgical engineering Experi 
enced in producing plain carbon and alloyed 
steel, also plain carbon or alloyed gray iron and 
high strength gray iron in the electric furnace 
Familiar with production of plain and alloyed 
high strength irons in the cupola Know sand 
control and have some experience in radiography 
work. Address: Box 902, The FOUNDRY, Cleve- 
land 13, Ohio 


FOREMAN OR SUPERINTENDENT 


desires 





Practical gray iron foundrymar position 
as foreman or superintendent n production or 
jobbing. Over 30 years’ proven ability as fore- 
man and superintendent Practical experience 
on cupola practice All types of molding ir 
green and dry sand Squeezer rollover machines 
and sand slingers Understand sand and good 
rigger for production Address 30x 895, The 
FOUNDRY, Cleveland 13, Ol 

METALLU RGIST 
26. married. Doctorate this spring. M.I.T. De 
sire position in foundry or allied industry. Will 
consider resear development, production Ad 
dress: Box 932, The FOUNDRY, Cleveland 13 
Ohio 

FOUNDRYMAN 
Desires positior is foremar r superintendent 
Practical mar gray iron nonferrous jobbing 
and productior Soil pipe and farm implements 
Address Box %26, The FOUNDRY, Cleveland 
13. Of 

PATTERN MAKER 
Thirty vears of the best experience, available 
now would like to secure a iles position with 
a reliable foundry selling istings Address 
Box 912, The FOUNDRY, Cleveland 13, Ohio 


PRACTICAL 
Experienced the 
foundry operations Tr 
proved foundry practices 


FOUNDRYMAN 
latest mproved modern 
nowledge of im 
layout, pattern 


orough k 
ant 


and core box design, design and development 
of new and existing equipment for greater pro- 
ductivity, improved product and lower costs 
Will consider West Coast Address: Box 836, 
The FOUNDRY, Cleveland 13, Ohio 
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Positions Wanted 


CONSULTANT 


Wanted-To-Buy 


FOUNDRY WANTED—FOUNDRY 








With 45 years’ actual foundry experience special ! ‘ foundry with possibility for 
izing in problems of mech: “al foundries, regu X} preferably in the State of Michigar 
lating production and reducing scrap Address t ble pe n now manager of gray iron 
Box 429, The FOUNDRY, Cleveland 13, Ohi nnex | i aluminum foundry Address 
Box 4 The FOUNDRY Cleveland 13, Ohio 
STEEL FOUNDRY 
: an WANTED 
Supervisory capacity with <2 yea experience yew ndition Stroman or Fisher, oil fired, 400 
phases of steel foundry practice a5 tings irnace and blower in ever 
ranging from one p a nree Met! ev conditior Campbell-Hausfeld 
f higt peed productior Head ne, 6 ur - et +1200 é tilt furnace soo) Ib alu 
Can give be re \ddres Box 90 ty, equipped with both oil and 
The FOUNDRY, ¢ l Or ‘ ‘ blowe! \ddre CURTO 
( CO., LIGONIER, INDIANA 
> . 
Opportunities WANTED 
Several #350 crucible, gas-fired, brass melting 
OPPORTU NITLES fur es 
ted ir mtact nufact A Several 00 pound or 1000 pound, non-crucible 
be erested I | é fired, | s melting furnaces 
€ I ge : eres Wheelabrator and/or Pangborn 
€ & and 1g I blast f bronze foundry 
sense as es ' BOX 798 
I 4 
1 vable t THE FOUNDRY CLEVELAND 13, OHIO 
fice R 
I FOUNDI 1 oO WANTED 
2 e blower! late mode ait 
‘ Box 913, The FOUNDRY 
OPPORTUNITY ‘ oO} 
Syeter ¢ St eE¢ } 
: WANTED 
ce pamphlet forn vit t rres} F iluminum sand foundry Pre 
feature for $25, neve 1 for € t n § é etropolitar New York area Ir 
y ett ‘ $10,000 \ddre Box 0% The 
RY Cleveland 13, Ohi 
McLAIN‘s SYSTEM ING 
236 EK. NORTH AVE MILWAUKEE 12, WIS MIXERS WANTED 
ed Simpson Intensive Sand Mixers. State size, 
, a ndition and lowest cash price or immediate 
Available ( ‘apacity ceptance Address Box 578, The FOUNDRY, 
Cleveland 13, Ohio. 
AVAILABLE CAPACITY F a . F S l 
Gus teuntee han Guek eaanele % eee Oounaries ror osaie 
and medium size gray ron castings Ser — 
sample Address OREGON CASTINGS CO 
RD 3, Lititz, Pa FOR SALE OR RENT 
GRAY RON FOUNDRY Completely equipped 
OPEN CAPACITY bbing found n small town near New York 
: City ( building and large yard R R 
For light floor and queezer WOoOrkK \¢ 
ENTERPRISE FOUNDRY INC S17 
BROADWAY. OKLA CITY, OKI EDWARD H. ZOLL 
INDUSTRIAI PROPERTIES THROUGHOUT 
Wanted-To-B a ae 
- - 
ante O-DUYy 790 BROAD ST., NEWARK, N. J. 
» » 
WANTEI FOR LEASE 
1 2 or 3 Crane bridge \mer il M GRAY IRON FOUNDRY 
» or ‘apacit about 22 feet long 
eters v ee tees Sg * ee saa Easter entral Indiana, fully equipped, large 
“ey ; eg ae ated . ae <u I vorking inventory, attractive lease proposition 
loaded conditio ivailable immediately Large protit possibility 
or more Moderr M I Address: Box 736, The FOUNDRY, Cleveland 
pouring devices O00 I 13, Ol 
ladles 
4 
BOX 940 FOR SALE—GRAY IRON FOUNDRY 
THE FOUNDRY CLEVELAND 13, OHIO 
Jobbing and production. 12,000 sq. ft floor 
space Well equipped molding, core, cleaning 
and pattern room Central heating system 
ELECTRIC FURNACES WANTED Now producing quality castings for the trade 
Excellent clientele and reputation for good cast 
Detroit—-Electr Rocking > 7 ngs Located centrally from Detroit, Lansing 
: ; = Toledo Real opportunity for capable and ag- 
ey 4 . ) , (400 ) (600 KV 
Lt 100 KW \ ” KW CE gressive party Require in excess of $50.000 to 
handle Address: Box 870, The FOUNDRY 
MORRIS BEAN & CO. Cleveland 13, Ohio 
YELLOW SPRINGS, OHIO 
SMALL GRAY IRON FOUNDRY 
foderr f y equipped Capacity 4 ton per 
= | FOUNDRY WANTED Good proposition for the right man. Bar 
GRAY IRON OU: , ain at $15,000. Address: J. M. Leonard & Son, 
Now n operation wit! a good clientele a Oste e, Mass Tel $253 
i reputation for good service and good 
Must be at least 15,000 sq f f f r 
an NF g ng Fig Fgh 8 For Sale 
tion work in the molding, coremaking 
cleaning rooms We have at present work _ 
e about ” of tl =. a _ require a FOR SALE 
plant in A shape lant iould be | ted _ TwenT he 
eee mh wien an tinea an Week fli rOMATIC BRINELL HARDNESS TESTER 
Box 917, The FOUNDRY Cleveland 13, OF Gogan Model 911, late type 
: lirect itomatic Brinell depth reading for 
WANTED 000 keg 
Brass oil-fired tilting furnace Approxi! XCELLENT CONDITION $525.00 
25 pounds capacity tand grinder! 14 zt 
wheels, swing frame grinder, large Herman I H. H. PELZ MACHINERY CO., 
over 36” x 42” wheelabrator Address Box 627 W. WASHINGTON BLVD. 
920. The FOUNDRY, Cleveland 13, O} CHICAGO 6, ILLINOIS 
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Classified 


For Sale 


FOR SALE 

DUST COLLECTOR. American Air Filter type 
W roto clone, arrangement D. Wet system 
Capacity 6000 CFM. Equipped with stainless 
steel impeller blades Only slightly used. Ex- 
cellent condition Price quoted, without motor 
wr electrical controls on request. Address 
UNIVERSAL FRICTION MATERIALS COM- 
PANY, 303 WEST RUSH STREET, KENDALL- 
VILLE, INDIANA. 


FOR SALE 
Osborn stationary jolt rollover 
molding machine—flask capacity, 
length overall 78”; width outside 50”; 
space, minimum 13”, maximum 24”; jolt 
diameter 16”; pattern draw 18”; jolt 
air pressure 500 Ibs.; misc. 


1 only 
pattern 
max, 
flask 
cylinder 
‘apacity at 80 lbs.; 


#406 


draw 


spare parts; and auxiliary equip. for feeding 
sand to this unit For further information, 
write or call ELECTRIC STEEL FOUNDRY 


co., PORTLAND, OREGON 


FOR SALE 


2—Used #6 Whiting cupola melting sections 
only $500.00 each 
1 toots-Connorsville positive pressure blower 


18 x 63 for 40 HP motor, capacity 5600 CFM 


28.2 CF per evolution Motor not included 
S500 00 

1—GE centrifugal blower 4.000 CFM with 40 
HP motor type FS-347 $1,000.00 

DETROIT BRASS & MALLEABLE WORKS, 


100 SO. CAMPBELL AVE., DETROIT 9, MICH, 


FOR SALE 

Continuous Despatch baking over 
for loading and unloading, preheat 
ooling. 93'8” L, 13°W, 14° H L 
veyor; gas-fired externally, 
section have non-thru metal 
insulated Address: ARCOS 
1500 S. 50th STREET, 
PA T. McGOVERN 


Sectioned 
heating and 
nk Belt con 
recirculating. All 
panels, rock wool 
CORPORATION 
PHILADELPHIA 43 


MOLDING MACHINES FOR SALE 
Molding 
with flask rests and 


International Stationary 
ze 14x 8 


S-Type R 
machines, s 
clamps 

2—Type H Pridmore Portable machines size 
16 x 14 x 8S draw with flask rests 

Equipment in very good conditior 
ADVANCE ALUMINUM CASTINGS CORP. 
2742 W. 36TH PL. 
CHICAGO 32, ILL. 


FOR SALE 
rURBO BLOWERS (3 Phase, 60 Cycle) 


Motor 
fm Pressure Make HP Volt Sneed 
poe 10 oz Spencer 60 140 1800 
2200 10 oz Spencer Th 290/440 3600 
1400 16 oz Spencer 220/440 3/60 S600 
224 10 Spencer 1 290/440 3600 
PRESSURE BLOWERS (3 Phase 60 Cycle) 
2500 7 oz Sturtevant 1 220/440 soo 
2400 14 02 Mahr 15 220/440 S480 
00 16 oz Nth.Amer. 10 40 TRO 
1150 20 oz Nth. Amer. 10 220/440 3600 
950 16 oz Nth. Amer 7 290/440 3600 
SOO 24 02 \mericar 10 220 3600 
HO 20 02 \& B 40 1600 
wo 6 Ibs ‘aR 4D 220/440 3450 
40 20 0z \&B 3 140 3600 
150 12 02 Nth.Amer. 1 220 3600 
MOTOR REPAIR & MFG. CO. 
1552 HAMILTON AVENUE 
CLEVELAND, OHIO 
FOR SALE 

Sly Dust Collector 9° x 14° x 10° complete wit! 
Roto-Clone 

Dynamic Precipitator, Type I. Size 24 0 HP 


Motor, with all motor controls. Ti equipment 
nly in use 4 months 

U. S. Electric 10 HP 20” Swing Grinders 

| S. Electric 15 HP, 24” Swing Grinders 

Elwell Parker Type I Z Electric Trucks 


Whiting Tumbulling Barrel 
Modern Pouring Devices 


2000 Webb 4 wheel ball bearing Trolleys $5.00 
each 
GEORGE W. CASSADY COMPANY 
PrP. oO, BOX 238 
WILLIAMSPORT, PA, 
FOR SALE 
Two #5 Connersville cupola blowers, 16.9 cu 


ft. per displacement 
dress Box 804, The 
or 


4900 ft per 
FOUNDRY 


minute Ad 
Cleveland 13 
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149-——Truscon 


190 Truscon 


ll 


For Sale 


FOR SALE 
Compartment Armstrong Jet Blast Machine, 
including three exhaust air scrubbers with 
water spray nozzles and contacts, two 12 
station air manifolds and controls, three air 


agitators and controls, sixteen blast gun 
ejectors 

Pangborn twin shot blast room. Two com- 
partments each 10'0” x 10'6” x 76” with 
vestibules, abrasive handling and reclama 
tion system, blast equipment and monorail 
‘I’ beam work conveyor with hooks 
Coleman core oven—portable shelf type paste 
drying oven suitable for drying cores com 


plete with controls and indicator 
Swing frame grinders, No. 210 deluxe porta- 
ble Safety Grinding Wheel and Machine 


Company make, complete with motors and 
starters 

Swing frame grinder No 1S H complete 
All have enclosed grinding booths 


Ransohoff Wet Mill with power loader, sand 


removal conveyor and tank complete’ in 
every respect 
Osborn Special purpose Core machines, hy- 


draulic draw, hand ram and roll over, built 
for long narrow cores 
above equipment has had very little wear 


BOX #890 
CLEVELAND 13, OHIO 


FOR SALE 
Flask—Pir or 


Steel each end 


12 x 16, 4 Cope & 4 Drag 
19—-Truscon Steel Flasks—Pin on each end 
12 x 18, 5 Cope & 5 Drag 


Steel each end 


i2 x 18 


Flasks—1 Pin on 
Cope and 3 Drag 


145-—-Sterling Steel Flasks—1 Pin on each side 
12 x 18, 3 Cope & 3 Drag 
119-——Truscon Steel each side 


Flasks—-1 Pin on 


12 x 18, 3 Cope & Drag 


These Steel Flasks are practically new 


l 
1 
1 
1 
1 
1 
1 


10 


1 
1 


Tabor, Air Jolt, Machines 14 x 16 


tollover 


Table 

Pouring Device 

Globe Tilting Water Tumbler 

American Sand Cutter, Gasoline Driven 
Johnson & Jennings 24 x 30 Rollover 
Tabor 30 x 40 Rollover Machine 

27 x 36 Wheelabrator 

29 Whiting Cupola complete with Motor 


Blower, and Blast Regulator 
“*G"’ Power Rollover Machines 
Jolt Squeezers of most any make 
Automatic lift truck with charger 


Osborn 558 and 559 Jolt Strippers 


J.D.P 


International Jolt Strippers 
HAYNES FOUNDRY EQUIPMENT CO. 


814 ADA ST. KALAMAZOO 52, MICH, 
FOR SALE 
COMPLETE ALUMINUM FOUNDRY 
3 CAMPBELL-HAUSFELD 1,000 b tilting 
cast-iron pot furnaces (1 with power tilt) 
10 new melting pots 
15 ton brand new Firebrick 
Air blowers, manifolds, fuel meters. hand ladles 
crane, chain hoist, piping, overhead trolleys, et 
MUST BE SOLD 
MR, ZOLLER 


AIRCRAFT COMPONENTS, INC. 
BENTON HARBOR, MICHIGAN 


REBUILT EQUIPMENT 


1—-Osborne Jolt Squeezers, Type 275J 
t—-International R.O. 20 x 8, Type G 
2—-International R.O. 24 x 10, Type G 
1 Herman R.O 1500 Series 
1-240 B. & P. Speedmullor with Loader 
1 13’ Tractor type Sandslinger 
1—300 Ib Ajax Electrothermic Melting Fur 
nace with equipment 
1-27" x 36” American Wheelabrator 
RAY P. SCULLY 
SCULLY MACHINERY & EQUIPMENT CO., 
NOT INC, 
767 MILWAUKEE AVE., CHICAGO 22, ILL. 
PHONE: CANAL 6-0314 
FOR SALE 
1 36” Willsea Heater in excellent condition 


Price: $1,400.00 


Motorblower rated FS-347-4000 CFM 1.2524 
pressure—-direct connected to and driven by 
30 H.P,. Motor—220 V 3 Phase, 60 Cycle 
Price: 8850.00 

Note: Position of Blower Casing (21) 


THE WOLF COMPANY 
CHAMBERSBURG, PA, 





For Sale 


ATTENTION CONVENTION GOERS! 


While you are in Cieveland, we would be happy 
to show you our bargains in late mode 
foundry equipment We handle Wheelabrat 
Molding Machines, Sand Mixers, Core Blowers 
Flasks and Jackets, complete Sand Handling 
Systems, Lift Trucks, etc. 
BALCHER MACHINERY 
OFFICE: 1884 8S. COMPTON 
TELEPHONE: FAIRMOUNT 11-1186 
WAREHOUSE: 15301 AVE. 
TELEPHONE: GLENVILLE 1-1588 
CLEVELAND, OHIO 


COMPANY 
ROAD 





SCHOOL 


FOR SALE 
One Ingersoll Rand Type FS-563 blower direct 
connected and roller pedestal bearing construc 
tion serial #S563-J-10, 11,000 CFM 1.5 Ibs 
pressure, 3500 RPM complete with 100 HP Fair 


banks Morse motor type QZC, frame RK 50 
serial #567765, 3450 RPM This equipment used 
only a short time and like new Price $6,500. 0¢ 
NEW HAVEN FOUNDRY 
NEW HAVEN, MICHIGAN 
FOR SALE 
A reasonable offer will get you a modern sand 


handling system consisting of 19 individual 
moulders’ hoppers, two 25-ton sand storage 
bins, one #50 Beardsley & Piper speed muller 
with 40 HP Motor, magnetic separator with 
bucket elevator, overhead monorail system and 


cab controlled electric hoist and monotractor 
and shell buckets with automatic trips for de 


livering sand from speed muller to moulders 
hoppers 
OLD COLONY FOUNDRY COMPANY 


EAST BRIDGEWATER MASSACHUSETTS 


FOR SALE 


Sand mixer-J. H. Day Co Imper iouble 

arm belt driven with tilting bow idres 

PLANT EQUIPMENT COMPANY CINCIN 

NATI 3, OHIO 

FURNACES — OVENS — TANKS SURPLUS 
OUTSTANDING VALUES 

ECLIPSE TAD AIR DRAW FURNACI G 

Fired, 1250° F. basket, 25” dia. x 28 lees 1¢ 

RX GENERATOR—MODEL LD #310, 3600 f 

capacity 


ELECTRIC 


special atmosphere 


FURNACE TYPE EF ( KW 
Thermocouple 


HAYES TYPE HG-64 ELECTRIC FUI ( 
1800 F.-2500° F. 8” x 12” x 18” 
HAYES TYPE LR-62-R FURNACE 1850 F 


S” high x 12” wide x 24” long 
LINDBERG VERTICAL TYPI ELE¢ 


999 
aA +) 
— 


TRIC CYCLONE TEMPERING FURNACI 
150°-1500 F ae” WwW. = Ge" k. BB Te I 
LINDBERG T-122410-HY HYDRYZING FUR 
NACE, TUBULAIRE BOX TYPE 20K I 


Chamber 12” wide x 24” deep x 12” hig! 
LINDBERG T-153012-HYT HYDRYZING FUR 


NACE, 2000 F chamber 15” W x I 
12” H 

LINDBERG T-243618-HY HYDRYZING FUR 
NACE, 


TUBULAIRE BOX TYPE, 200-2000° F 
Chamber 24” wide x 36” deep x 16” higi 
LINDBERG T-521-2 TUBULAIRE ROTARY 
HEARTH HYDRYZING FURNACE 27 KV 
230 volts, 200-2000° F 

HOLDEN SALT HARDENING FURNA(‘ 


pacity 4502 per hour; with tanks 

SALEM (THE ELECTRIC FURNACE CO.) GAS 
FIRED RADIANT TUBE HEATED PUSHER 
TYPE, RETURN RECUPERATIVE FURNAC 
for annealing temperatures from 1400 ind 
1650° F 


SURFACE COMBUSTION LARGE OVEN FUR 
NACE, LO-48-72-C, 2200° F., 36” oper 
Many other types of furnaces, tanks, et: 


ALL FOR IMMEDIATE DISPOSAI AT AT 
TRACTIVELY LOW PRICES—INVESTIGATE 


JACK & HEINTZ PRECISION INDUSTRIES, 


17600 BROADWAY, CLEVELAND 1, OHIO 
Phone Broadway 11-1000 Ext. 220, 219 


THE FOUNDRY 


May, 1950 

















<TR 


— Chassi lied Advertising 


For Sale 


FOR SALE 


1—-Tabor Handram Power Rollover Hydraulic 
Molding Machine 30 table ser. 37¢24S18 
S—-Tabor Power Rollover Molding Machines 22” 


table 
Osborn Rollover Hydrau Box Draw Mold- 
ing Machines New 20” x 40 ae oe Ee oy 
draw Model 147 

2—405 Osborn jolt rollover and pattern draw 


Molding machines 


97+ 


2—275 J Osborn portable jolt squeeze molding 


machines 
294 Osborn Core Blowers like new 
extra head 

2—Tannewitz Metal Saws size GIE witl 
220/440 V. motor like new 

l1—Tabor cutoff saw witl 10 H.P 
220/440 V 

l 3500 Fisher Motorized Nose Pour (¢ 


with 


10 HP 


Motor 


‘rucible 


Furnace complete with blower A-1 condition 
10—71000 Fisher automatic tilting furnaces 


latest models 
S— 3500 Monarch hand tilting furnaces 
5—27¢1000 Monarch hand tilting furnaces 
S— 3500 Monarch dip furnaces 
1—37#125 Hausfeld combination gas and < 
with blowers 


il fired 


1—2#125 BBI Fisher hand tilting crucible melt- 


ing furnace, gas fired 


6—3 H.P. to 10 H.P. blowers for furnaces 
2—-10 H.P. double arbor grinding stands, used 


for aluminum castings 
65’ Bucket elevator with 10 H.P. 220 


40 V 


motor, buckets 12” x 8” x 7” like new 





One 1 ton capacity Lectromelt furnace, com 
plete with all controls High voltage 13200 
volts All instruments in good condition 


1—JM-18 Champion rollover core machine 
1—JM-21 Champion rollover core machine 
1 4 ft x 6 ft Robins vibrating shakeout with 


10 H.P. motor 


1—Roto-clone type W-A N ;) 25 H.P. 1750 
RPM 

1—-Northern blower type BA-12 10 ft x 6 ft 

1 $ ton Elwell Parker Hi-lift platform truck 
gas-electric powered by 4 yl ready power 
unit 
5 ton Elwell Parker H ft platform truck 
gas-electr powered by 4 ey ready power 
unit 

10—Ingers« Rand air hoist 1 tor ind 2 tor 
capacity 

Steel flasks, popoff flasks nap flasks, jackets 


bands, co 


ites 


re p 
EUCLID FOUNDRY & MACHINE 


EQUIPMENT CO. 
15019 SARANAC RD. CLEVELAND 10 


. OHTO 


TELEPHONE—GLENVILLE 1-1222 


FOR SALF 


1 Pangborn 9%’ diameter LG-14 pra 
new Multi-table rotoblast machine 
plete including all motor et 

1 Dust collecting system 

1 Lot spare parts 

10-——tons Ne C-120 metallic grit used 


equipment 


THE UDYLITE CORPORATION 
2501 E. GRAND BLVD., DETROIT 11, 


ctically 
com 


Ir this 


MICH, 


C. A, SHAFER, DIRECTOR OF PURCHASES 


FOR SALE 


Diesel Locomotive Crane Aa) Ton-Industria 


Brown hk 
Electric Ar 





ices 
Swindell—1 r 
Electromelt Tor 
Electromelt Tor 


Wheelabrator, Table Type 


IR Compressor 75 HP-350 CFM 

Gardener z7f ind #7 | HI Dout 
Dise Grinders 

Diesel Locomotive Crane 25 T 


Fork and Platform Lift Truck Ready P< 


Write for Cire ur 


WEBER MACHINERY COMPANY 
1801 EAST 21 STREET 
CLEVELAND, OHIO 
CHERRY 1-7057 


THE FOUNDRY—May, 1950 


Sly Dust C 


For 


GOOD USED 


Dust Filters t 


262 

Motors 220/440 volt 
erected, but not use 

2 5-tor 3ridge Cranes 
operated 230 volt DC 


controller and enclosed 


1 


] 
il 


s-ton Shaw $4°5 


fter hoist, 220 volts 


controlled 


1 
r 
1 


5-Ton, Ingersoll-Rand 
ail trolley 


#2 Packer-Matic 12 


and polishing machine 


M 


IRA C, JORDAN 


indle 15,000 CFM ea 


Sale For Sale 


EQUIPMENT FOR SALE 
MOLDING MACHINES 
5 , 74W Osborn Plain Squeeze Portable 

75W Osborn Plain Squeeze Portable 
75J Osborn Jolt Squeeze Portable 
Federal RAPID Jolt Squeeze Portable 
SPO 611B Stationary Oscillating Jolt 
| e Strippers 

SPO 34 JHS Air Jolt Hand Strip 
BLOWERS FOR CUPOLAS AND FURNACES 
Piqua Rotary Pressure Blower, rated 19 cu 
ey 

I ix Blowers for Gas, % to 1 H.P 
ETAI {ELTING EQUIPMENT 

Hausfeld 20003 Aluminum Capacity Furnace, 

Barrel ‘Type, open flame, oil fired 
2-—Monarch-Rockwell Rotating 5007 Brass, Oil 


lecting System, consistir f3s8 





phase 60 cycle 


{0° spar 3 mot 


equipped wit! Magnet 


ft rf 
I 


Maxon-Prer 
, 


er R 
n 
i 
i 


New 32 to 41” Dik shell Cupolas made to 

2508 EAST BELLEVIEW PLACE  .- a ee eee 
MILWAUKEE 11, WISCONSIN TUMBLING MILLS AND SAND BLAST 

Pa borr Nx 2 GH direct pressure type 





last barrel motor driven Complete 


Pangborr Sand Blast Unit including gen- 
erating tank shot cleaner, bucket elevator 
Suitable for use with room 


MAGNESIUM FOUNDRY EQUIPMENT l—Pangborn Type EN-2 Sand Blast Cabinet 


tion type, 5 x 3 x 7’ high 
MISCELLANEOUS 
Continuous Heat Treat Furnace 57’ long 


The equipment of gene n found 
1204 F Max 
Adrian, Michigan is f are Koch electrically heated ovens for baking 
Equipment may be pected or and ifte cores 1 ft. wide, 6 ft. high, 6 ft. deep 
ry 1st complete with recirculating fan and controls 
Young Bros. Tower Core Oven, 5 ft. x 1 ft 
shelves, ga fired, complete with Foxboro 
BOHN ALUMINUM & BRASS CORP cont! 


Young Bros Batch Type Recirculating Hot 


1400 LAFAYETTE BLDG., DETROIT 26, MICH Air, gas fired, Core Oven, 5 ft. x 6 ft. door 


n cap. Ortor 


serial 43115 year 192 


tor Morgan bridge 
with 10 ton cap tux 
ton cap. Ladle, bott 
ton cap Ladle, bott 


ton cap. Shaw 44 
floor control 


ALLSTATES KE 


343 8S, DEARBORN 8S 


pening, % ft. deep 





Foundry Equipment Co sliding shelf core 
ver with five 30 x 42” shelves, 8” high 
z fired 

Lamson Endless Mold Conveyor 100 ft. long 
x 16 ft wide witt 19 x 26” pallets, 36” 


Bucket Sand Elevator, 50 ft. tall, complete 





CRANES & LADLES Heavy Duty Flexible Shaft Grinders 2 H.P 
gers Rand Air Hoists 1, 2, 3 and 5 ton 
' Cat es 
T t ine { 
Os i gauge CLIFTON MACHINERY CO. 
: 71) 1023 W. SIXTH ST. CINCINNATI 3, OHIO 
mr 
. CLEARANCE BARGAINS 
D 
n bridge rane MER‘ 3; ITEMS OF EQUIPMENT INCLUD 
> _ ‘ 21’ Spar ramer complete 
VUIPMENT CO. U. S. model 64 4-speed grinders 
, Foxboro contro! complete new 
Pr. CHICAGO 4, ILI Americar andecutter model M_ Ser 
Ingersoll Rand compressor type 10 


PHONE: HAR 


FOR 


Cupola 63” shells 
blower, and Foxbor 
Ingersoll Rand Air C 
es 10 HP 
XRB, 75 HP 
Simplicity Shakeout 
All sizes of Hines F 
new 

Wet Dust Collector 
Cleveland Tramra 
monorail also ele 
#10 Morley Cooling 
Air Rammers and 
by the factory witl 
Conveyor belts 4 
Cylindrical pouring 
SPO, Model 211B 
2$151-152 
International, 14 
Milwaukee, jolt que 








RISON 7-1821 





Mot 
sons 3711S dust arrestor 
1 Cleveland 372100 tramrail system 
SPO 2506 olt rockover 
SPO #2136 jolt squeeze strip 
SALE {1—27275-J Osborn squeezers 
mpiete wit! ree LOK TED IRONTON, OHIO 
pohesetes BOX 943 
mpressors 
1 XORB, 50 HI rHE FOUNDRY CLEVELAND 13, OHLO 
1’ x S’ practically é 
asks and Jacket ( SAND BLAST EQUIPMENT 
ngborn 28 GK2 Rotoblast 3arrel complete 
ranes runways r vith Loader and $4,000.00 spare parts A-1 
ind air hoists ( ndit r $5,000.00 
Tower, new Pangborn 7GK2 Rotoblast Barrel with Loader 
Chisels t reb ed very little €3.950.00 
1 year guarantee Pangborn Direct Pressure Tank, Model AQI1 
2 15 11 wide Excellent nditior $575.00 
les Vheelabrat N 2 Tablast Good condition 
jueeze pir It € $3,000.00 
heelabrator Tumblast 15 x 20, with dust col- 
PKL, Se pes é I $1 O.m 


123-1 , 1 : Sand Blast Double Room, 8& x &, 30% of 
123-10 Serial 312948 . 
ose mene = . < eee es , :, i} Cabinets and Dust Collectors, all 
se emansee) or tag 164 16 v 16¢ is and size like new 10% of list price 
“ peng nee = 2 = ne + € terested in savings of 25% to 70% 
> ~ _ co aon Re . B : ‘ Sand Blast replacement parts (Wheela 
Demmle 5! ore slower mat ne 
_— i Pangborn, etc.) write imediately, stating 
THE BARDES FORGE & FOUNDRY COM y pe ze f your Sand Blast Machine (Tum- 
PANY blast Tablast, etc.) and we will mail listing of 
rts iijlable for your equipment 


2619 COLERA 
CINCINNAT 
TELEPHONE 


os AVENUE DIAMOND SANDBLAST CO. 
I 14, OHIO 5654 W. JEFFERSON AVE. 


—KIRBY 4224 DETROIT 9, MICHIGAN 


355 








For Sale 


FOR SALE 


}—Simpson intensive mixers, 1—-No. 2 and 2 
No 1% each with motor and reducer drive, 
motor driven National vertical charging hoist 
and Maxon burner, rotoclone and motor driven 
exhauster Each mixer has equipment for 
drying while mixing but can be operated as 
standard units 


CONSOLIDATED PRODUCTS CO., INC, 
13-20 PARK ROW NEW YORK 7, N. ¥. 
PHONE: BARCLAY 7-0600 


FOR SALE 


1--1000 lb. covered and insulated single shell 
geared holding ladle-—-Mfg. by Modern Equip- 
ment Co. 

1—Cupola Blower No, 2450-14T—V belt drive 
Mfg. by Power Engineering Co 


1—Gardner Dise Grinder 54” No. 24 Horizontal 
with motor and grinding whee! 

2J. & J. #815-B Air Jolt Clamp Leveler Roll- 
over-Pattern Draw 30” x 40”-15" draw mold- 
ing machines 

150 HP American Elec. Motor 1800 RPM 3 
ph. 60 cy 440V 

\ll above equipment in good condition -some 


never used 
STILLMAN FOUNDRY COMPANY 
GRAND RAPIDS 4, MICH. 


FOR SALE 


Two Herman rollover molding machines in ex- 
cellent condition. Size 40 x 58” 3740 pounds 
rollover capacity suitable for foundry equipped 


with sandslinger. Offered at bargain price 
ae Box 861, The FOUNDRY, Cleveland 
» io. 


For Sale 


EQUIPMENT FOR SALE 
1--Demler Core Blower 
5—Osborn 601 Rollovers 
Mulbaro 
1—Fisher Tilting 4 Burner Gas Type SSI, 400 
Melting Furnace 
1—-Mummert Dixon Swing Frame 
Clearfield 4 ft. Muller 
2—Sandcutters, 48” & 72 
SIX ACRES oF EQU IPMENT 
Send for our new list #11 
UNIVERSAL MACHINERY & EQUIPMENT CO. 
320 EF, BROAD 8ST. 
SHILLINGTON, READING, PA. 
PHONES 3-0311 4-0146 


Employment Service 


SALARIED POSITIONS 
$3,500—$35,000 





Grinder 





If you are considering a new connection com- | 


municate with the undersigned. We offer the 
original personal employment service (40 years 
recognized standing and reputation). The pro- 
cedure, of highest ethical standards, is indi- 
vidualized to your personal requirements and de- 
velops overtures without initiative on your part. 
Your identity covered and present position pro- 
tected. Send only name and address for details. 


R. W. BIXBY, INC. 
101 DUN BLDG. BUFFALO 2, N. Y. 





SALARIED PERSONNEL 
$3,000-$25,000. This reliable service, established 
1927, conducts confidential] negotiations for high- 
grade men who seek a change of connection 
under conditions assuring, if employed, full pro- 
tection to present position. Send name and ad- 
dress only for details. Personal consultation 


invited. Address: JIRA THAYER JENNINGS, 
241 ORANGE STREET, NEW HAVEN 10, 
CONN. 


_ Employment meeraoe 


EMPLOYER 
ESTABLISHED > "1922 
Specializing in thorough screening of qualified 
personnel for any phase of operations in gray 


iron, steel, malleable, all non-ferrous and per 
manent mold foundries. 
APPLICANTS: 
If you can furnish QUALIFIED references, at 
testing to your CAPABILITY and DEPENDA- 
BILITY, your application will be accepted and 
we will secure for you the desired position 
IMMEDIATE OPENINGS 
(Partial Listing) 
MANAGERS 
SUPERINTENDENTS 
ASS’T SUPTS. 
GENERAL FOREMEN 
CORE ROOM FOREMEN 
MOLDER FOREMEN 
CLEANING ROOM FOREMEN 
CUPOLA SUPERVISORS 
SR. INDUSTRIAL ENGINEERS 
JR. INDUSTRIAL ENGINEERS 
TIME STUDY ENGINEERS 
PATTERN DESIGNERS 
PERM. MOLD DESIGNERS 
PERM. MOLD FOREMEN 
PATTERN FOREMEN 
MASTER MECHANICS 
PLANT ENGINEERS 
MAINTENANCE SUP'’TS 
MAINTENANCE FOREMEN 
LABOR FOREMEN 
METALLURGISTS 
CHEMICAL ENGINEERS 
CHEMISTS 
PRODUCTION CONTROL 
SALES ENGINEERS 
ACCOUNTANTS 
If you are experienced in any phase of foundry 
operations—and desire to improve your future 
working conditions: 
WRITE 
EMPLOYERS SERVICE BUREAL 
6 NORTH MICHIGAN AVE., SUITE 708 
TELEPHONE: Financial 6-1155 
CHICAGO 2, ILLINOIS 











30 words, 


—*“Personals”—“Services”, 


each. 


for box number and address. 


the above rates. 





POSITION WANTED—Minimum advertisement set solid, 
$2.00. Additional words 7c each. 


ALL OTHERS—"“Help Wanted’— 
etc., minimum advertisement 
set solid, 30 words or less, $4.00. Additional words 12c 


NOTE—If replies are to be sent to a box number in care 
of THE FOUNDRY, add 6 words to your advertisement 


Any advertisement set in all capital letters, add 50% to 


CLASSIFIED ADVERTISING RATES 





INCH RATES PER INSERTION 





“For Sale”’—‘“Wanted” 


Single Columa 
3%" Wide 


One Three Six Tweive 





Half Page 


1 inch ........§ 12.00 $11.00 | $10.00 4 $ 9.00 
‘2 inches ....... 
Re. Pew 
4 SEE acéenes 
“5 inches, s, % col. ‘ , col. 48.00 44.00 | 





“6 inches ....... 
"7 nn wecemen. i 
ne ccnsien 
10 inches, 1 col.. | 
~..+ 130.00 120.00 110.00 100.00 





Full Page ...... 220.00 } 200.00 180.00 160.00 


16.75 


32.00 29.25 2675 24.00 


40.00 36.75 33.25 30.00 


40.00 36.00 


...+. 58.75 63.25 48.00 4275 


21.75 20.00 18.25 


66.00 60.00 54.00 48.00 
73.25 66.75 60.00 53.25 
88.00 80.00 7200 64.00 











Remittance should accompany advertis 
submitted—Cash > Discount 2%, 10 days. 


ement when 








Tue 





FouNDRY— 


Penton Building, Cleveland 13, Ohio 
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MACHINE TOOLS, PRECISION 
Late Type | TOOL ROOM EQUIPMENT, 
High Grade PRODUCTION MACHINERY, 
FOUNDRY EQUIPMENT 
CRANES & SHOP EQUIPMENT 


of the 


FULTON IRON WORKS COMPANY 


1259 DELAWARE AVE., WELLSTON—A Suburb of 


ST. LOUIS, MISSOURI 


to be Sold by Order of the Board of Directors at 


PUBLIC AUCTION! 


TUE., & WED., JUNE 6th-7th, 1950 


Starting at 10:30 A.M. Each Day 
Everything will Be Sold Piece by Piece 
No Confirmation Required—Immediate Delivery 


Heavy Duty 


HEAVY DUTY AND TOOL ROOM ford Shaper Planer; Do All Saw; Landis Grinder; 
MACHINERY: Key Seaters; Threaders; Power Saws; Shapers; Slotters 


on a ; - ; and many other machine tools. 
Cincinnati Hypro 120” x 96” x 34’ Double Housing 


Planer; Cincinnati Hypro 72” x 72” x 34’ Open Side FOUNDRY EQUIPMENT: 


Planer; Cincinnati Hypro 10’ Vertical Boring Mill; 


2 Giddings & Lewis No. 560F and No. 45—4l/,” and Hydroblast Cleaning System; Beardsley & Piper 
6” Boring Bars; Sellers 5” Boring Bar; Niles 6” Bor- Model $455 Sand Slinger; Hermon 7’ x 10’ Jarring 
ing Bar; Barret 7” Boring Bar; Lucas 3” Boring Bar; Machine; Herman Jolt Rollovers; Jeffery Flask Filler; 
8 Gray, Niles and Betts 120”, 60”, 48”, 43” and 42” Simplicity ‘“‘D’ Shake-Out; Simpson Sand-Mixers and 
Double Housing Planers; 7 Lodge and Shipley, Am- Mullers; Clearfield Sand Mixer; Coleman “Trans- 
erican, Putnam, Niles and Bridgeport 24”, 36", 42”, track”’ Core Ovens; Rod Straightener; Inclined Shake- 
48", 54” and 60” Geared Head and Plain Engine Out unit; Whiting Cupolas; Connersville Rotary 
Lathes; Newton Rotary Planer; 2 Fulton 500 Ton Blowers; Royersford Screens; Conveyors; Niles Forg- 
and 1500 Ton Hydraulic Presses; 7 Cincinnati-Bick- ing Hammer; Foundry Grinders; Track Scales; Foun- 
ford Super Service and American Hole Wizard 3’, 6’ dry Scales; Foundry Supplies and Tools. 


and 7’ Radial Drills; 15 American “Pacemaker”, Mon- 
arch G. H., South Bend, American and Lodge and 
Shipley Precision and Tool Room Lathes; 5 King, 14 OVERHEAD CRANES 
Bullard and Colburn 32” to 72” Vertical Boring from 5 Ton to 30 Ton Capacity 
Mills; 5 Warner-Swasey and Gisholt 2A, 1A, No. 3 
Plain and 3L Turret Lathes; 2 Gleason Gear Planers; 5 





Powerhouse Equipment—Air Compressors 
Material Handling Equipment 








Milwaukee and Cincinnati Milling Machines; Rock- 





NOTE: The Fulton Iron Works Company, now in its 98th year, is continuing its 
business. This sale is for the purpose of disposing of machinery and equipment only. 
All other operations of the Fulton Iron W ogks Co. will continue as heretofore. 


For Detailed, Descriptive Circular, WRITE-WIRE-PHONE 


SAMUEL L. WINTERNITZ & CO. 


Auctioneers ¢ Liquidators * Appraisers 


FIRST NATIONAL BANK BLDG. CHICAGO 3, ILLINOIS 
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Upper Lakeside Hall 








See with your own eyes, how Ajax Lo-Veyors simplify, 
speed up, cut costs and take headaches out of handling 


sand for foundrymen. 


Working models will show you how Ajax Lo-Veyors 
can be installed on your floor, below your floor or 


suspended from your wall or ceiling. 


Widely used in foundries for long runs, short runs, 
raw sand, hot sand, and small castings — see ’em work 


at he show in Cleveland. 


AJAX FLEXIBLE COUPLING CO. INC. 
Westfield, New York 


THE FOUNDRY May, 19 
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ADVERTISING INDEX 








A Cleveland Flux Co., The 180, 181 G 
Cleveland Metal Abrasive Co., The 276 
Acheson Colloids Corp. 89 Cleveland Tramrail Div., The Cleveland General Electric Co., Chemical Dept. 332 
deme Co., The 255 Crane & Engineering Co 48 Giffels & Vallet, Inc. 10 
Air Reduction 64 Cleveland Vibrator Co 307 Girdler Corp., The (Thermex Div.) 62, 63 
Ajax Electric Co., Inc. 221, 288, 289 Climax Molybdenum Co 303 Globe Steel Abrasive Co., The 26 
Ajax Electric Furnace Corp 221, 288, 289 Clipper Mfg. Co. 233 Goggle Parts Co., The 327 
Ajax Electrothermic Corp. 221, 288, 289 Columbus-McKinnon Chain Corp 278 Great Lakes Foundry Sand Co. 38 
Ajax Engineering Corp. 221, 288, 289 Combined Supply & Equipment Co., Inc 324 Great Western Mfg. Co. 272 
Ajax Flexible Coupling Co 358 Construction Machinery Co.'s 323 Green, A. P., Fire Brick Co. 32 
Ajax Metal Co. 221, 288, 289 Corn Products Refining Co. 205 
Allis-Chalmers Mfg. Co. 18 Crescent Brass & Pin Co. 256 4 
Alloy Metal Abrasive Co 323 Crobaugh, Frank L., Co., The 203 
American Air Filter Co., Inc 21, 22. 2a, 2 Crucible Manufacturers Assoc 300 Hanna Furnace Corp., The 322 
American Bridge Co. 334 Harnischfeger Corp. 50 
America British Chemical Supplies, Inc. 334 D Hauck Mfg. Co. 338 
American Crucible Co. 247 Hercules Powder Co. 47 
American Cyanamid Co. 219 Davenport Machine & Foundry Co 151 Herman Pneumatic Machine Co. 74,75 
American Gum Products Co. 338 Dayton Pneumatic Tool Co. 322 Hewitt-Robins, Inc. 54 
American Lava Corp. 308 DeBardeleben Coal Corp 336 Hickman-Williams & Co., Inc. 218 
American MonoRail Co., The 41 Delta Oil Products Co 12 Hines Flask Co., The 66, 67 
American Optical Co. 37 Demmler, Wm., & Bros 44, 45, 328 Holcroft & Co 254 
American Silico Sand Co., The 214 Detroit Electric Furnace Div., Kuhlman Hough, Frank G., Co., The 55 
American Smelting & Refining Co. 334 Electric Co. 196, 197 Houghton, E. F., & Co. 61 
American Wheelabrator & Equipment Detroit Testing Machine Co 311 Hydro-Blast Corp 172, 173 
Corp. 33, 34, 35, 36 Diamond Clamp & Flask Co 72 
Angell Nail & Chaplet Co., The 327 Dietert, Harry W., Co 314 i 
Apex Smelting Co. 39 Dings Magnetic Separator Co 301 
Asbury Graphite Mills, Inc., The 310 DoAll Co., The 275 HMiinois Clay Products Co. 290 
Dollinger Corporation 7 Illinois Testing Laboratories, Inc. 304 
B Dracco Corp. 296 Imperial Belting Co. 305 
Industrial Equipment Co. 310 
Bakelite Div., Union Carbide & Carbon 3 Industrial Fabricating Inc. 235 
Conp ” Industrial Pattern Works 248 
rasta Wm. M., Co. 236 Eastern Clay Products, Inc 193, 194 Ingersoll-Rand Co. 259 
Baroid Sales Div., National Lead Co 222 Eastman Kodak Co., X-Ray Div 207 inluad. Stecl Compuny 279 
Bartlett, C. O., & Snow Co., The | Front Cover Eclipse Fuel Engineering Co 164 International Graphite & Electrode 
Beardsley & Piper Div. of Pettibone Sloctvle Furnace Ce. The 309 Corp 46 
Mulliken Corp. 159, 160, 161, 162 : , 
Black, Sivalls & Bryson, Inc 245 Electro Metallurgical Div., Union Carbide International snag Machine Co 184, 185 
& Carbon Corp 78 International Nickel Co., Inc., The 1, 15 
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VERTICAL CORE OVENS 








Only Carl-Mayer Vertical Core Ovens, with the 
heating system described, are protected by Patent 
No. 2,257,180. Other patents pending. 





Fig. 3 


Section showing conveyor travel 
thru pass, heating, cooling and 
exhaust system. 


Typical Users of Carl-Mayer 
VERTICAL OVENS 


Aluminum Co. of America 

Burt Foundry Co. 

Cadillac Motor Co. 

Eclipse Aviation Corp. 

Electric Autolite Co. 

Ford Motor Co. 

Fremont Foundry Co. 

General Motors Corp. 

General Steel Castings Co. 

Harrison Radiator Co. 

Henry Kaiser 

H. B. Salter Co. 

McKinnon Industries 

Quality Castings Co. 

Packard Motor Co. 

Richmond Radiator Co. 

Union Brass and Metals Mfg. 
Co. 

West Michigan Steel Cast- 
ings Co. 

A. C. Williams Co. 
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Fig. 1 Fig. 2 
OLD METHOD with heat fan NEW METHOD with heat fan 
external to oven. inside oven. 


Vertical Ovens (Figs. 1, 2, 3) are by Carl-Mayer, using the universally adopted 
recirculating heating system with sealed combustion chamber located be- 
tween conveyor chains. 


CONSIDER THIS HIGHLY IMPORTANT NEW DEVELOPMENT 
OF LOCATING THE HEAT FAN INSIDE OF OVEN (Figure 2). 


New added advantages are as follows: 


{1) Saves platform space. (4) Elimination of external heat 
{2) Eliminating external duct re- duct and fan insulation results 
duces heat losses. in lower installation cost. 


{3) Placing heat fan in oven also 
reduces heat losses. 


(5) Oven appearance is greatly 
improved. 


OTHER FEATURES: 


Guaranteeing—Faster Baking, Lowest Fuel Consumption, Smaller Core Losses, Safer 
Operation, Elimination of Smoke, Cooled Cores at Unloading Station, Reduced Labor Cost. 


@ The sealed combustion chamber (A) pre- 


vents hot combustion gases (1,200 or over) 
from going directly into the oven chamber, 
preventing non-uniform temperatures and 
burned cores. 

The alloy or refractory combustion cham- 
ber (A) located between conveyor strands, 
saves space as compared with vertical oven 
designs locating the heater external to the 
oven. 

The heat fan (B) takes the heated air from 
the combustion chamber and after tempering 
with fresh and recirculated air from duct (C) 
delivers it to the vertical plenum chamber 
(D). Result: Fast, uniform circulation of heated 
air—faster baking. 

Plenum chamber (D) is arranged to insure 
uniform cross flow of heated air over each 
passing carrier shelf of cores. Result: Uni- 
form fast baking. 

The ‘“‘Thru-Passage”’ (E) properly designed is 
on old practice used in ceramic drying. Per- 
mits loading from inside as well as outside 


Copyri 


@ Arrangement of ‘‘Thru-Passage"’ as designed 


by Carl-Mayer, with partition (F), facili- 
tates loading from both inside and outside 
of oven but limits the unloading to one side. 
This is a proven férward step, permitting 
adequate and fast unloading without the 
temptation to unload from the inside as well, 
with its resultant interference with loaders 
and danger of damaged cores. 

Cooling duct (G) and cooling fan (H) de- 
signed according to oven height and loading 
conditions, assure a uniform flow of cooling 
air across the cores on the down side to 
obtain maximum cooling. 

Cooling exhaust system, with cooling ex- 
haust fan (1) and collector ducts, assures 
prompt and safe removal of combined cool- 
ing and exhaust products and smoke from 
the baked cores. 

Exhaust stack (J) utilizes the spent work 
of the cooling exhaust fan to further remove 
fumes and to prevent pocketing of any ex- 
plosive gases. 
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THE CARL-MAYER CORPORATION 


3030 Euclid Ave., 


Core and Mold Ovens—all types. 


Cleveland, Ohio 


Backed by over 30 years’ experience 
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“Everything fora Foundry” 


For 68 years this phrase has been synonymous with the 
STEVENS name. Shown here are just a few pieces of Foundry 
Equipment selected from our Catalog No. 30. Use this invaluable 
reference and purchasing guidebook containing more than 600 


pages illustrating and describing “‘Everything for a Foundry.”’ You 


will be convinced that you too, should make STEVENS your 
HEADQUARTERS FOR 


FOUNDRY EQUIPMENT AND SUPPLIES | 


Tilting 
ible Furnace 


12 


LEADING MANUFACTURERS AND DISTRIBUTORS OF FOUNDRY FACINGS, EQUIPMENT AND SUPPLIES 


INCORPORATED FOUNDRY FACINGS 
EQUIPMENT AND 


SUPPLIES DIVISION 


« 





Be sure to see the very latest handii 


equipment at the FOUNDRY SHOW! 
Visit Link-Belt Space 1422 - ° ; 
Lower Lakeside Hall 


— _ Right: The Link-Belt Tru-Trac mold conveyor. 
oe Below: ‘‘PA’’ Positive Action Oscillating Con- 
— ‘ veyor handling sand and castings from mold- 


ing floor to shakeout. 






















Left: Illustration of the Link-Belt 
“CA” Shakeout. Below: Illus- 
tration of Link-Belt Overhead 
Trolley Conveyor for foundry 
service. 





















Link-Belt is installing equipment for more and more found- 
ries that realize that they must modernize for lower costs, 
better working conditions and better quality of castings. 

At Space 1422 at the Foundry Show (Cleveland, May 
8-12), you will see in operation modern Link-Belt equip- 
ment such as the “‘CA"’ Shakeout and the Oscillating Con- 
veyor. In addition there will be shown a section of Link-Belt 
Tru-Trac Mold Conveyor, Overhead Trolley Conveyor; and 
colored murals of Link-Belt sand, mold and castings han- 
dling installations in malleable iron, gray iron, steel and 
non-ferrous foundries. 
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